| 


Foundry Trade Journal, April 16, 1936 


FOUNDRY 


THE IRON AND STEEL TRADES JOURNAL 


THE 


WITH WHICH IS INCORPORATED 


TRADE JOURNAL 


VoL. 54 


Thursday, April 16, 1936 


No. 1026 


PUBLISHED WEEKLY 


Subscription Terms: 15s. per annum. 


Foreign and Colonial: 17s. 6d. per annum. 
All Subscriptions are payable in advance. 


All C unications to be addressed to the Editor, 
the Advertisement Manager, or the Publisher of 


THE FOUNDRY TRADE JOURNAL, 
, WELLINGTON STREET, LONDON, W.C.2 


onan Address: “ Zacatecas, Rand, London.” 
Telephone : Temple Bar 3951 (5 lines). 


THE FOUNDRY TRADE JOURNAL IS THE 
OFFICIAL ORGAN OF 
The Institute of British Foundrymen 
The Institute of Vitreous Enamellers 
The National Ironfournding Employers’ Federation 
The Welsh Engineers’ and Founders’ Association 
and 
The Foundry Trades’ Equipment and Supplies 
Association 


Institute of British Foundrymen 


PRESIDENT: 1935-36 
J. E. Hurst, “ Ashleigh,” Trent Valley Road, 
Lichfield, Staffs. 
LIST OF SECRETARIES— 


General Secretary: T. Makemson, Saint John Street 
Chambers, Deansgate, Manchester. London 
Office: 49, Wellington Street, London, W.C.2. 


Birmingham, ty aed and West Midlands: A. A. 
21-23, St. Paul's Square, 
Birmingham 


Sheffield: T. Walker, “The Priory,” Oughti- 
bridge, near e' 

Scottish: J. Bell, 60, St. Enoch Square, Glasgow. 

Lancashire: ‘ie E. Sooke, 1, Derbyshire Crescent, 
Stretford, ncohester 

London: Lockwood, Stewarts and 
we og Winchester House, Old Broad Street 

ondon, E.C. 

Newcastle-upon-Tyne: W. Scott, Sir W. G. Arm- 
strong, Whitworth & pany (Ironfounders), 
Limited, Close Works, Gateshead-on-Tyne. 

East “ Parkdale,” Boulton 
Lane, Alvaston, Der 

West Riding of Yorkshire: 8. W. Wise, 110, Pullan 
Avenue, Eccleshill, Bradford. 


Wales and Monmouth : J. . McClelland, 122, 
Wellington Bilston, Staffs. 

D. 147, Stockton Street, 

iddlesbroug 
> . Leyland, 7, Ashley Terrace, Farington, 
cs. 

Lincoln: E. Walter, M.Sc., The Technical 
College, Lincoln. 

Burnley: W. Haworth, 37, Westbourne Avenue, 
Burnley, Lancs. 

Palkirk: . McNair. “ Braewick,” Larbert Road, 


Bonnybridge, Scotland. 


National Ironfounding Employers’ Association 


President: J. Smith, Smith =. Company (South 
a a Limited, Nile Str South Bhielas. 
retary: Harold G. ChE. 8, Frederick's 
Place, London, E.C.2 


The Institute of Vitreous Enamellers 


President: J. % -R.8., Sandon House, 
Regent Street, oke-on-' 

w. ~ w. = “whittle, Limited, 
Eccles, near anchester. 

Hon. Secretary: Miss E. Christine Elliot, 49, 
Wellington Street, Strand, London, W.C.2. 


Foundry Trades’ Equipment and Supplies 
Association 


Presidents G. “ Briardene,” Newbridge 

venue, Ye verhampton. 

Secretary: EK. W. Bridges, Grand Buildings, 
Trafalga# Square, London, W.C.2 


Welsh Enginters’ and Founders’ Association 
President: W. E. Clement, Morfa Foundry, New 


Dock, Lianelly. 
Secretary: J. D. D. Davis, 9, Royal Metal 


Exchange, Swansea. 


BRITISH CAST IRON RESEARCH ASSOCIATION 


The our Office and Laboratories of the B.C.I.R.A. are :— 
1-23, ST. PAUL’S SQUARE, BIRMINGHAM 
elephone : Central 1885. Telegrams: CIRA 
The B.C.I.R.A. Scottish Laboratories are :— 
Foundry Technical Institute, Meek’s Road, Falkirk 
Telephone: 332 


Contents 


PAGE 
The Acetylene Welding Congress . 297 
Staff Unemployment Insurance ... 297 
Twelfth International Congress of Acetylene, Oxy- 
ee Welding and Allied Industries... 298 
Some Special Test-Pieces for 299 
Catalogue Received .. 300 
Students’ Corner ...... . 300 
Modern Coreshop Production 
and West Midlands’ Progress 304 
The Control of Foundry Labour . . 305 
West Yorkshire Foundrymen’ s Annual. Meeting . 306 
American Foundrymen’s Association . wT 
Some Notes on Design as . 308 
Notes from the Branches... 308 
Institute of British Foundrymen . jo 
This News in — 312 


The Acetylene Welding Congress 


Elsewhere in this issue we give details of the 
programme provisionally arranged for the con- 
duct of the twelfth International Congress of 
Acetylene, Oxy-Acetylene Welding and Allied In- 
dustries, to be held from June 9 to 13. It is 
peculiarly appropriate that the venue should 
be London, as this year marks the fiftieth anni- 
versary of the industrial production of oxygen 
and the centenary of the discovery of acetylene 
gas by Humphrey Davy. This Congress has the 
support of His Majesty’s Government, and the 
Committee of Honour is presided over by the Rt. 
Hon. J. Ramsay MacDonald, M.P., the Lord 
President of the Council. It includes eight mem- 
bers of the Cabinet, the Rt. Hon. the Lord 
Mayor of London, Sir Frank E. Smith, Secretary 
of the Department of Scientific and Industrial 
Research, Sir Harry McGowan, K.B.E., and Sir 
Harold Hartley, C.B.E., M.C., F.R.S. (Past- 
President of the British Cast Iron Research Asso- 
ciation). Twenty countries are represented on 
this committee. 

From the point of view of the foundry in- 
dustry, it is particularly unfortunate that there 
is a complete clash of dates with the Glasgow 
Conference of the Institute of British Foundry- 
men. The first international acetylene congress 
was held in Berlin in 1898. Budapest, Paris, 
Liége and London were visited during the next 
decade, and at that time (1908) the delegates 
visited the oxygen factory at Westminster. In 
the intervening years, congresses have been held 
in Vienna, Rome (twice), Paris, Brussels and 
Ziirich. In the early days, the main topic for 
discussion was illumination, whilst to-day weld- 
ing predominates. The oxy-acetylene system is 
used very largely for the minor repair of cast- 
ings, whilst it also constitutes a serious form of 
competition to the foundry industry in associa- 
tion with various other types of welding. Time 
will tend to unite the two processes, resulting 
in the simplification of the design of castings and 
the utilisation of welding for the addition of 
bits and pieces which introduce complicated 
coring. Whilst but few foundrymen will be able 
to participate in this Congress, we are sure that 


they will be unanimous in wishing it every suc- 
cess. As an industry, the foundry looks forward 
to the time when all prejudice against the re- 
clamation of slightly imperfect castings by weld- 
ing will be dissipated and that the only desidera- 
tum will be whether it is cheaper to repair, or 
to scrap and make a replacement. Any action 
the welders can take to bring about this desir- 
able objective will be appreciated, as it is only 
the prejudice of the engineers which causes the 
foundry industry as a whole to hide its welding 
department. 


Staff Unemployment Insurance 


The Unemployment Statutory Committee, in a 
report issued on the last day in March, proposes 
that the salary limit for compulsorily insured 
non-manual workers shall be raised from £250 
to £400 per annum. Something like four hundred 
thousand workers would be affected, and em- 
ployers, employees and the State would each con- 
tribute to a total of £2,400,000 per annum. 
Naturally, «a proportion of these are in 


the foundry industry, and probably many 
grades will be affected. But the situation 
is not merely one of insurance against 


unemployment in the ordinary sense. The indus- 
trial structure in this country has been built on a 
basis of the hourly payment of manual labour, 
and the costs of production are based on there 
being no necessity for paying for manual labour 
if it is not actually used. Hence there is every- 
thing to be said for insurance against unemploy- 
ment for manual workers, and this provides 
against fluctuations in employment in individual 
firms and in industry as a whole. With regard 
to non-manual labour remunerated above £250 
per annum, this is generally on a staff basis. 
There is no payment for overtime, but the salary 
fixed is paid irrespective of holidays or brief 
absences through sickness. Such employment is 
usually much more permanent than that of 
manual labour, and the men concerned represent 
the skeleton organisation. They are often far 
busier when trade is poor or even when the 
factory is closed than when it is running nor- 
mally. There is, therefore, a fear that regular 
contributions from this grade will not be needed 
and indeed will be used to improve the actuarial 
position of men in the manual grades. 

It is therefore not surprising that employers 
and their associations ara opposed to the exten- 
sion, although employees other than chartered 
accountants and solicitors seem to be in‘ favour. 
There is not in principle any objection to insur- 
ing what are so frequently termed black-coated 
workers, but there is no doubt that raising the 
limit to £400 places anextra burdenon industry, 
and it is doubtful whether the drain on the fund 
due to unemployment in this section would equal 
the contributions by the three parties concerned. 
The scheme does not involve any new administra- 
tive machinery, although specialised exchanges 
for professional workers are mooted. The fact 
that the Unemployment Fund is. now solvent 
(which has led the Government to reduce contri- 
butions by a penny a week as from next mid- 
summer) removes the fear that the new contribu- 
tions are intended to bolster up an economically 
unsound scheme. But will not the next step be 
extended compulsory health insurance ? 
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Twelfth International Congress of Acetylene, Oxy- 
Acetylene Welding and Allied Industries 


DETAILS OF PROVISIONAL PROGRAMME 


The Twelfth International Congress of Acety- 
lene, Oxy-Acetylene Welding and Allied Indus- 
tries is to be held in London from June 8 to 13, 
under the presidency of Dr. J. Donald Pollock, 
0.B.E., LL.D. Below is detailed the provisional 
programme. 


Provisional Programme 


Monday, June 8.—il a.m.: Inaugural cere- 
mony at the Guildhall. 2.30 to 5.30 p.m.: Con- 
gress sessions at Caxton Hall, S.W.1. 

Tuesday, June 9.—10 a.m. to 12.30 p.m.: 
Congress sessions. 2.30 p.m. to 5.30 p.m.: Con- 
gress sessions. 7 p.m. for 7.30 p.m.: Congress 
banquet at Grosvenor House Hotel, Park Lane, 
W.1. Tickets price £1 10s. each. 

Wednesday, June 10.—10 a.m. to 12.30 p.m.: 
Congress sessions. 2.30 p.m. to 6.30 p.m.: Visit 
to works of the British Oxygen Company, 
Limited, at Cricklewood, N.W.2, and Edmonton, 
N.18. Motor coaches leave Caxton Hall at 
2.30 p.m.; or visit to works of another industrial 
firm (to be arranged). Motor coaches leave Cax- 
ton Hall at 2.30 p.m. 

Thursday, June 11.—10 a.m. to 12.30 p.m.: 
Congress sessions. 2.30 p.m. to 4.30 p.m.: Con- 
gress sessions. 7 p.m. to midnight (approxi- 
mately): River trip on the Thames. Motor 
coaches leave Caxton Hall at 7 p.m. Dinner 
provided on board ship. Tickets price 12s. each. 

Friday, June 12.—10 a.m. to 12.30 p.m.: Con- 
gress sessions. 2.30 p.m. to 4.30 p.m.: Congress 


sessions. 6 p.m.: Visit to Aldershot Tattoo at 
invitation of the British Oxygen Company, 
Limited. Motor coaches leave Caxton Hall at 


6 p.m. Dinner before and light supper after 
the Tattoo will be provided at Aldershot. Re- 
turn to London approximately 2 a.m. 

Saturday, June 13.—10 a.m.: Meeting of the 
Commission Permanente Internationale de 
V’Acétyléne, de la Soudure Autogéne et des In- 
dustries qui s’y Rattachent, at Caxton Hall, 
S.W.1. 11 a.m.: Closing session of Congress at 
Caxton Hall, S.W.1. 


Executive Committee 


The Executive Committee consists of Major 
C. P. N. Raikes, M.C. (chairman), Mr. V. A. 
Amodeo (joint general secretary), Mr. J. A. 
Drever, Mr. A. B. Harrower (joint general 
secretary), Mr. A. Hoddle, Mr. A. Stephenson, 
and Mr. L. J. Tibbenham. Biographical notes 
of the four principal officers are appended. 


Dr. J. Donald Pollock, O.B.E., LL.D. (President) 


Dr. Pollock is President-Elect of the British 
Acetylene Association. He succeeded the late 
Mr. K. S. Murray as chairman of the British 
Oxygen Company, Limited, on Mr. Murray’s 
retirement in January, 1934. He has been long 
associated with numerous successful business 
enterprises in Scotland, notably as chairman of 
the board of Metal Industries, Limited, and 
Fife-Non-Ferrous, Limited. He joined the board 
of the British Oxygen Company, Limited, in 
1932, when a merger took place between that 
company and Oxygen Industries, Limited, a com- 
pany affiliated with Metal Industries, Limited, of 
which he was also chairman, to operate their 
oxygen interests. 

In his early days, Dr. Pollock studied engineer- 
ing in Glasgow, under the late Lord Kelvin, 
whose personal friendship he ever afterwards 
retained. In his medical career, Dr. Pollock 
held many responsible appointments, and on the 
outbreak of war he took a commission as Surgeon 
Commander in the Navy. In that capacity he 
was in medical charge of the naval operations in 
the warships engaged in patrol, scouting, mine- 


sweeping work, and all the naval defence works 
of that area. For these services he was awarded 
the O.B.E. (Naval) in recognition of his work. 
Since the war he has remained on the active list 
as Surgeon Commander in charge of medical ser- 
vices, R.N.V.R., for the East of Scotland. 

Dr. Pollock holds the honorary degree of 
Doctor of Laws of Edinburgh University, is a 
member of the Court of that University and 
Assessor to the Lord Rector. He has had the 
high honour conferred upon him of being elected 
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Mayor C. P. N. Rarxes. 


a Member of the Senior Common Room of Balliol 
College, Oxford. 

He is also one of the Trustees of the Carnegie 
Trust for the Universities of Scotland, and is on 
the Executive Committee of that Trust, having 
succeeded the Marquess of Linlithgow on his 
appointment as Viceroy of India. 

In spite of his many business and academic 
interests, Dr. Pollock finds time to run a very 
successful training ship at Leith, at which 
during the past few years over 600 young men 
have received instruction in seamanship. Dr. 
Pollock has been twice round the world and 
visited most foreign countries in the course of his 
career. 


Major C. P. N. Raikes, M.C. (Chairman of the 
Committee) 


Major Raikes served for many years as a 
regular officer in the Royal Engineers, retiring 
in 1902 to devote himself to civil engineering. 


Mr. A. B. Harrower. 


Mr. V. A. AMODEO. 


He spent a long period in Canada, the United 
States, South America and Egypt, as a con- 
sulting engineer on hydro-electric work, which 
he abandoned to rejoin his old corps on the out- 
break of war in 1914, throughout which he 
served, winning the Military Cross. 

In 1919, he made his first direct contact with 
the oxy-acetylene industry, when he _ was 
appointed general manager of the newly formed 
Hydrogen, Oxygen & Plant Company, Limited, 
tor which he erected oxygen plants in Admiralty 
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dockyards at Portsmouth, Devonport and Rosyth. 
Following an agreement between his company 
and the British Oxygen Company in 1926, Major 
Raikes subsequently came into still closer touch 
with the industry, and when the Hydrogen 
Oxygen & Plant Company was taken over by 
the British Oxygen Company, Limited, in 1933, 
he was appointed overseas director in the latter 
company, a position he still holds. He joined 
the Council of the British Acetylene Association 
in 1927, and was President of the Association 
in 1934-1935. He is a member of the Commissio: 
Permanente Internationale de |’Acétyléne, de 1, 
Soudure Autogene et des Industries qui s'y 
Rattachent. 


Mr. V. A. Amodeo (Joint General Secretary) 

Mr. Amodeo is managing director of the Acety- 
lene and Welding Consulting Bureau, Limited, 
London, which he founded in 1930, and wis 
recently appointed secretary of the British Acety- 
lene Association. Mr. Amodeo was born in New 
Zealand, of British parents, and educated there. 
In 1900, after a period as English correspondent 
to a firm in Austria, he founded his own firin 
of British Coal and Machinery importers at 
Trieste. The company flourished and later estal)- 
lished branches at Fiume, Venice, Genoa and in 
London. 

During this period, Mr. Amodeo was respon- 
sible for the revival of the British Seamen's 
Home in Trieste, of which he was chairman anid 
manager. In 1921, he founded the British Cham- 
ber of Commerce at Trieste. of which he was 
chairman for many years, and in 1924, was 
elected President of the council of the British 
Chambers of Commerce in Italy, and during his 
year of office had the honour, among leading 
British residents in Italy, of presentation to the 
late King George V when his late Majesty visited 
Italy in that year. 

Mr. Amodeo is very well known on the Con- 
tinent of Europe as a ‘‘ Cosmopolitan ’’ in the 
best sense of the word, and is a fluent linguist 
in four languages. 


Mr. A. B. Harrower (Joint General Secretary) 


Mr. Harrower, who was educated at Oxford 
University and is a Barrister-at-law, first made 
contact with the oxy-acetylene industry in 1920 
when he was placed in charge of the publicity 
and technical editorial work of Allen-Liversidge, 
Limited. Four years later, he was appointed to 
the assistant-editorship of ‘‘ Industrial Gases ’’ 
under the Jate Mr. K. S. Murray, then chairman 
and managing director of the British Oxygen 
Company, Limited. 

On the amalgamation of Allen-Liversidge an-1 
the British Oxygen Company in 1930, Mr. 
Harrower was made publicity manager of the 
latter company, a position which he still holds, 
together with the editorship of ‘‘ Industrial 
Gases.’’ He was the author on behalf of the 
British Acetylene Association of ‘‘ Oxy-Acetylene 
Welding and Cutting within the British Em- 
pire,’’ a work presented at the Xth International 
Congress held at Zurich in 1930, and of a sup- 
plement thereto, presented at the XIth Con- 
gress held at Rome in 1934. He is a member of 
the Council of the British Acetylene Association 
and of the Commission Permanente Interna- 
tionale de l’Acétyléne, de la Soudure Autogéne 
et des Industries qui s’y Rattachent. 

He attended, as a representative of the Council 
of the British Acetylene Association, the annual 
Convention of the American International Acety- 
lene Association, held at Cleveland, Ohio, in 1935, 
in order toextend a cordial invitation to American 
acetylenists to attend the International Congress 
in London this summer. Mr. Harrower is well 
known in oxy-acetylene circles on the European 
Continent and throughout the east and middle 
west of the United States of America. He held 
a temporary commission as Captain during the 
war in the Royal Army Service Corps and, 
during the last two years of the war, in the 
South Wales Borderers. 
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Some Special Test-Pieces for the 
lron Foundry” 


By L. G. GOUTTIER 


(An Extract.) 


By special test-pieces it is intended to signify 
not those which 
national specifications, such as tensile, trans- 
verse, hardness, and the like, but those which 
are helpful in the conduct of one’s foundry. A 
special test-piece should have, as its object, a 
supply of information as to the moulds and the 
materials from which they are constructed, as 
much as for the actual properties of the metal 
itself, 

Some Well-Known Special Test-Pieces 

First of all, there is the life test-piece, which 
takes the form of a spiral of triangular section, 


the length of which gives the measure of the 
aptitude of the metal under the conditions of the 


test to fill moulds and faithfully to reproduce. 


therein its details. There are diverse variables 
which fundamentally differ but little. These 
have been treated from time to time in the 
technical Press. 

Chill tests are also pretty well known, but, in 
this case, the forms adopted are very variable. 
Perhaps the simplest is a truncated cone of from 
20 to 30 mm. dia. at its lower base, and 25 to 


\ 


Fie. 2.—‘*‘ Trst-Preck (SONNENFELD). 


{0 mm. at the upper surface, and from 150 to 
200 mm. long, cast in a metallic mould. This 
shape is usually employed in the case of irons 
cast in a chill. The more or less mottled or 
even white appearance of the broken test-piece 
gives a good appreciation of its properties. 
Sometimes the form takes the shape of a rect- 


* Translated from ‘“‘ La Revue de Fonderie Moderne.” 


are generally included in 20 


angular plaque of 100 to 150 mm. square and 
to 25 mm. thick, cast vertically in green 
sand, except that one of the small vertical faces 
of the mould is constituted by the face of a 
piece of iron buried in the sand. After break- 
ing the test-piece across the chill face, the 
mottling and depth of chill are examined. 


Fie. Test. 


M. Mould made from Silica Sand bonded with Linseed Oil. 
F. Mach‘ned Cast-Iron Block. CC, Arrangement for 
Assembling the Block and Mould. 


Again, sometimes the test is in the form of a 
wedge from 100 to 120 mm. long by 10 to 20 mm. 
thick on one side and 2 to 3 mm. on the oppo- 
site side, and cast vertically in green sand. One 
of the trapezoids faces downwards, the bottom 
of the mould being made from an iron plate. 
In breaking the test-piece perpendicularly to the 
quenched face in different places, one can postu- 


Vertical 


100 


— 


Half Section through 


Fig. 3.—Porosity Test-Pirce. ArrER REMOVING 
THE Runner C, tHE Test-Pirce 1s FRACTURED 
CENTRALLY THROUGH C—D. 


late the depth of the chill at the various thick- 
nesses. Of all these diverse shapes, used by 
many foundrymen, with a large number of vari- 
ables, technicians in general prefer the stepped 
test-piece of uniform width, 20 mm. for example, 
made by successive sections, of which the thick- 
nesses are the half, quarter and one-eighth of 


the largest section. 
face against a metallic chill face; quite often, 
it is chilled in oil or water, whilst it is still red- 
hot. This form is particularly suited to the 
study of the variations of hardness and the chill 
in varying sections, in relation to certain com- 


It is cast with one small 


positional variations. To these various forms of 
test-pieces, which have been well known for a 
number of years, it seems desirable to add that 
which has been developed by the Research De- 
partment of the Saulnes Blast Furnace Com- 
pany, which was referred to by Mr. Guy Hénon 
at a recent conference in Charleville. This test 
is illustrated in Fig. 1. A machined iron chill, 
a mould made from silica sand bonded with oil, 
the separate runner and always maintained at 
room temperature, all these particulars are of 
such a nature as to fix, quite definitely, the 
conditions of the casting of various test-pieces, 
which is obviously very important for the true 
comparison of results. 


A “Touch” Test-Piece 


Whilst it can be granted that the examination 
of the fracture of the test-piece can never 
replace chemical analysis for a knowledge of the 
composition of the metal, foundrymen neverthe- 
less never fail to draw some approximate indica- 
tions. Knowing in advance the approximate 
carbon content, they deduct from the exami- 
nation of the fracture of the chilled test-piece 
that the iron contains probably so much per cent. 
silicon ; but after verification by chemical analysis 
very considerable differences will be found. ._The 
foundryman can give an approximation of 1.25 
per cent. silicon, for example, and actually it 
will be 1.75. It is possible that the sulphur may 
be the element which can upset these estima- 
tions; but, if the manganese content is approxi- 
mately constant, as is generally the case, there 
exists a simple means of obtaining by a special 
test-piece, an approximate indication of the sul- 


Fic. 4.—Trst-Piece ror INTERNAL TENSIONS. 
Movutp carrying EicuHt Terst-Preces FOR 
ASCERTAINING INTERNAL TENSIONS, WITH OR 
witHout Heat-TREATMENT. 


phur content. This method, devised by J. 
Sonnenfeld,* consists of casting a truncated 
test-piece in a metallic mould, such as is shown 
in Fig. 2. The internal wall of this test-piece 


* “ The Foundry,” December, 1985, p. 35. 
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is carefully polished. Up to 0.07 per cent. of sul- 
phur, the surface of the test-piece is quite 
smooth; when the percentage increases, it 
becomes rougher and forms thousands of needle 
points; at 0.13 per cent. it is practically impos- 
sible to allow the finger tip to touch it; more- 
over, a careful examination discloses that there 
are very minute cracks. When the “‘ touch ”’ 
test-piece has this appearance the chill test will 
only indicate about 1 per cent. of silicon in an 
iron which, in reality, contains from 1.5 to 2 
per cent. 


Fie. 5.—Raw Mareriats Test-Piece ror Licut 
CastiInGs. WEIGHT about 35 LBS. INTERNAL 
AND EXTERNAL EXAMINATIONS OF THE SURFACES 
Provive INFORMATION AS TO THE REFRACTORI- 
NESS AND PERMEABILITY OF THE SAND. 


Porosity Test-Piece 


At the same Convention, referred to above, 
Mr. Guy Hénon presented his audience with 
some photographs of porosity test-pieces. Since 
1933 this test-piece was used continuously by 
the Rateau Company, to give some indication of 
the tendency in various irons to draw, generally 
caused by the oxidation of the metal and such a 
test is shown in Fig. 3. This consists of two thin 
hollow cylinders, arranged in parallel and joined 
at their centre by a large mass of metal, situated 
directly under the runner C. After cooling, the 
runner is broken and the test-piece is fractured 
along the line c, d between the two cylinders. 
A sound fracture, at this place, where the most 
favourable conditions exist for drawing, indi- 
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Fie. 6.—Raw Mareriats Trest-Piece ror Heavy 
Castines. WEIGHT ABouT 148 LBs. It IS USED 
IN THE SAME WAY AS Fa. 5. 


cates, in no uncertain manner, that a non- 
oxidised iron, liable to give sound castings, has 
been used. 


Test-Piece for Internal Stresses 

According to their composition irons are, more 
or less, likely to contract when cooling in the 
moulds; this causes internal stresses which 
can bring about and introduce serious trouble. 
Under certain conditions they can add to the 
normal tensions of castings in service and bring 
about their fracture. They communicate to 
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castings a tendency to deform whilst they are j 


hot, which can be very serious if the castings 
concerned are for engineering jobs and have to 
conform to minimum tolerances. This tendency 


can be evaluated and measured, thanks to the + 


use of test-pieces consisting of eccentric rings. 
Fig. 4 shows a mould for eight test-pieces of this 
type, cast together under identical conditions 
with chills in the neighbourhood of the thin part 
for the purpose of accentuating the internal 
stresses. Their dimensions are: exterior dia., 
60 mm.; interior dia., 40 mm.; eccentricity, 
6 mm.; height, 20 mm. After cooling, the test- 
piece is opened by a saw cut in the thick part 
on its plane of symmetry and the opening of the 
slit is measured. One can, obviously, obtain an 
approximate indication by measuring the width 
of the slit before the sawing is completed, and 
then afterwards. For greater precision, it is 
usual to provide, before sawing, on the outside, 
two faces parallel to the plane of symmetry, 
properly planed and adjusted, so that their 
movement before and after sawing can be 
measured. 


Test-Pieces for Moulding Materials 

Special test-pieces do not always serve for the 
purpose of examining the metal; they are some- 
times used for the testing of the moulding 
materials, such as the moulding sand and core 
compounds and their behaviour in different parts 
of the moulds or cores. It is well known that 
the same materials do not suit equally for all 
thicknesses of iron section, but often the moulder 
varies the composition, according to judgment, 
without basing it on definite data, but rather 
on superficial experiment. A special form of 
test-piece has been got out by L. Treuheit, which 
is shown in Figs. 5 and 6. ‘It includes a mass 
of metal in which a number of variable condi- 


tions are included. There are plain faces, 
curved faces, re-entrant angles and protu- 
berances with variable progressing  thick- 
nesses between certain defined limits. Due 
to this diversity, Treuheit has been able 
to design two test-piece patterns, one for 
light castings of from 10 to 24 mm. thick 
and the other for heavy castings up to 


60-mm. thickness. The test deals simultaneously 
with actual moulding materials and coremaking 
substances. In examining the test-pieces after 
cooling by breaking, in order to see the in- 
terior, the foundryman receives a rapid appre- 
ciation of the thickness limits for ascertaining 
whether the materials used are satisfactory. 
This test gives simultaneously some indication as 
to the worth of the moulding and coremaking 
materials at high temperature by an examina- 
tion of the surfaces of the test-piece, and also 
as to their permeability to gases, by examina- 
tion of the fractures of the test-piece in the 
places where gas has the greatest tendency to 
remain imprisoned in the metal. 


Catalogue Received 


Refractories. A complete range of monolithic 
and plastic refractory linings is described in full 
detail in a new brochure just received from 
General Refractories, Limited, of Sheffield and 
elsewhere. The range, which has been given 
the trade name of “ Durax,’’ is divided into 
three grades—a plastic firebrick composition; a 
refractory concrete, and a refractory cement, and 
each of these is given a separate treatment in 
the brochure. A small slip appears on page 
fifteen, where the word ‘‘ refractability ’’ is used 
instead of ‘‘ refractoriness,’’ the former word 
belonging to the technology of light rays. The 
booklet is full of really clear practical instruc- 
tions and is well illustrated with convincing 
pictures. We believe that most foundrymen 
would learn much by a perusal of this catalogue 
and that it has a really useful place in their 
library of trade literature. 
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Students’ Corner 


SECOND SERIES 


Cupola Practice 
Q. 1.—Which is considered to be the best 
cupola blower? 

A.—There are no standard types universally 
adopted by all makers of foundry blowers, hence 
it is impossible to specify the size, or design of 
a blower best adopted for, say, a 36 in. dia. 
cupola. Centrifugal blowers, positive pressure 
blowers, and fans are built along different lines, 
and are numbered according to different systems. 
The best procedure is to specify a machine that 
will deliver a given quantity of air in a given 
time, usually reckoned by the minute. 

Some 30,000 cub. ft of air are required to me!t 
1 ton of iron, and a cupola should melt 10 Ibs. 
of iron per hr. for every sq. in. of horizontz] 
area at the melting zone. This is equivalent 
to 224 sq. in. per ton per hr. 

From this can be determined how many cubic 
feet of air the cupola needs per hour to operate 
to capacity. Thus, a 36 inch diameter cupola 
has an area of 36 x 36 x 0.7854 = 1,017.87 
sq. in.; this multiplied by 10 gives 10,178 Ibs. 
of iron per hr., or roughly 5 tons, and since it 
is necessary to supply 30,000 cub. ft. of air per 
ton of iron melted, a blower for a 36 in. dia. 
cupola will have to deliver 30,000 x 5 = 150,000 
cub. ft. of air per hr., or 2,500 cub. ft. per min. 

Volume of air and not pressure is required, 
and to obtain this with a small fan, extra speed 
is necessary. This may give rise to belt and 
pulley troubles, unless a direct motor driven 
fan is used. If a larger fan were used, it could 
be driven at a slower speed, with the same con- 
sumption of power, and still deliver the required 
volume of air at a suitable pressure, say, 8-10 
ounces. 

A fan for a 36 in. dia. cupola should have, 
(1) a 14 in. outlet, (2) biower speed of 2,300 
r.p.m. and (3) a capacity of 2,650 cub. ft. per 
min. <A blower with a 6 in. outlet would have 
to operate at 3,200 revs. per min. Air driven 
into a cupola under high pressure would exer- 
cise an oxidising effect on the iron. At the 
same time, there must be an adequate volume 
of air supplied, otherwise the pressure is dis- 
sipated when the air enters the cupola. 


Q. 2.—Is there any design of blast tuyeres 
that should be given preference? 

A.—Providing that the area of the tuyere is 
correct, it does not matter whether its shape 
be round, rectangular, oval or square. To reduce 
friction of the air, the tuyere whatever its shape, 
should have a slight spread into the wind belt, 
and a more liberal spread where it enters the 
cupola, i.e., the tuyere should be bell-mouthed 
at either end. 


Q. 3.—How many tuyeres should be provided? 
What should be the size and position of each? 

A.—In general, a few large tuyeres are pre- 
ferred to many small ones which destroy the 
volume. Examples of the number of tuyeres 
will be given later. As to the position of the 
tuyeres, they should always be clear of the tap- 
ping and slagging holes. The author is decidedly 
in favour of one row of fairly large tuyeres, 
divided according to the area, and the diameter 
of the cupola. The idea of three rows of tuyeres 
in graduated sizes was probably formulated upon 
a misconception of the position of the melting 
zone, which has definite limitations. Usually, a 
shallow fusion zone will give better and quicker 
melting. A reasonable depth for the melting zone 
would be about 12 in. In this case, the heated 
metal would drop through like a shower of rain, 
whereas with a deeper zone it would be slower 
in passing through, less fluid, and at a lower 
temperature. 

(To be continued) 
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Modern Coreshop Production 
By W. H. SMITH (Director, Foundry & Engineering Co. (West Bromwich), Ltd.) 


(Concluded from page 281.) 


Shop No. 4 
In this coreshop (Fig. 6) there is a particularly 
clean lay-out, which gives a steady flow of pro- 
duction without any trace of being cramped at 
any point. The sand-mixing is done at the 
extreme end of the shop, dried sand from overhead 


most foundrymen could not do less than admire 
the successful way in which the Austin staff have 
overcome very serious difficulties and actually 
produced two or three cores in the space where 
only one could be made before. The position 
just over two years ago was that output had 
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Fig. 6.--Tur Lay-out oF SHop No. 4. 


storage hoppers being automatically measured 
and delivered into three mixers; core binders are 
also readily available overhead and are de- 
livered by measure. As many as seven different 
grades of core-sand mixtures are used here, and 
these are delivered to core benches by barrow. 
The whole of the sand mixing and distribution 
is done by two men. The steel bands are kept 
fully loaded, and the two stoves shown in Fig. 6 
are working up to full capacity. An additional 
unit has recently been added, which also dis- 
charges on to the same blacking band conveyor. 


Fig. 7 shows the end of the two stove units, 
where cores are unloaded after drying and 
cooling off. 


Some of the cores are gauged and dressed off 
at this stage, and any jointing is done on the 
benches shown, after which they are passed on 
to the blacking stage. Some are dipped before 
placing on the band conveyor, which passes at 
right angles to the drying stoves; others are 
brushed or sprayed on the small tables, or as 
they actually pass along the band. Next the 
cores are passed through a special continuous 
blacking drying stove (see the extreme left of 
lig. 7) to ensure complete and uniform 
drying of all cores. They are subject to 
about 13 minutes’ actual stoving and approxi- 
mately 15 minutes’ cooling before delivery into 
the core stores. Here a 100-ft. band conveys 
them to their proper section in the stores, where 
a final inspection and gauging is made before 
putting any core into stock. In this shop there 
is mechanisation without elaboration, and, con- 
sidering the shop was not specially built for 
mechanising, and had to maintain full produc- 
tion whilst being changed over, the result is 
exceptional’y good. 


Shop No. 5.—Austin Motor Company, Limited 
In the Austin plant mechanisation is in a very 


highly-developed form. The first impression one These circumstances explain the logic of taking 
gets in seeing this coreshop is that of a complete advantage of ample height in the shop for all 
maze of moving mechanism, but after following auxiliary services, so as to leave the maximum 


the whole arrangement through, step by step, 


to be at least doubled in the shortest possible 
time, in a coreshop so positioned that it was im- 
possible to extend on either side. To add to 
the difficulties, production had to be kept up 
whilst any reconstruction was carried through. 


501 


The general lay-out is as follows:—The two 
grades of silica sand used are unloaded from 
trucks alongside the coreshop into vertical 
storage bins of about 500 tons capacity, and 
about 20 ft. high. Located between these, at 
floor level, is a rotary dryer through which the 
sand is passed, after which it is elevated to a 
rotary sand cooler placed on an upper floor built 
over a portion of the coreshop. This floor also 
carries the whole of the coresand-preparing 
plant, consisting of a Rotoil and two Pneulec 
mixers. The various.coresand mixtures are set 
out separately on a board close to each machine, 
so there is no excuse for operators making 
mistakes in charging. Core-oil supplies are 
delivered by pipe line over the machines, and 
measured into each charge. The mixing period 
is checked by an ingenious timing gong which 
is set immediately the mixing is started, and 
rings as soon as the mixing time has elapsed. 


Delivery of sand to the core benches is accom- 
plished at a level below the sand-preparation 
floor, and above the coreshop floor, occupying 
neither upper-floor nor ground-floor space. At 
the rear of each coremaker’s bench or machine 
is a small vertical hopper (Fig. 8), which re- 
ceives sand supplies when required from a tilt- 
ing-bucket-type conveyor system arranged to 
pass over every core bench. There are four or 
five different mixtures of sand used, and the 
buckets are numbered accordingly. 


Each coremaker has a lever “ trip ’’ on top of 


his or her hopper, which is pulled over when 
sand supplies are required. This is arranged to 
tilt the first bucket containing the correct grade 
of sand passing over the hopper—all other 
buckets pass clear of the “ trip.’’ : Small glass 
sight holes in the hoppers enable the coremaker 
to see both when the sand supply is deficient or 
ample. As regards the actual coremaking, this 
is done almost entirely by female labour, largely 
on turnover machines, although loose boxes are 
used for some jobs, and coreblowers of the 
Rocket pattern are also in use. 

An unrehearsed time-production test was 
taken of one of the Rocket machines quite re- 


Fic. 


floor space for coremaking and finishing. 


7.—View 1n CoresHor No. 4. 


cently. The core was not a very simple one, and 
required just a little touching-up, but the two 
operators managed to average about one core 
per minute, which it is estimated would be one- 
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fifth of the time required to make the same core 
on the bench. 

It was surprising to note that some of the 
cores made by girls on turnover machines were 
very intricate, involving quite a number of hand 
operations, and taking 10 to 15 min. for a com- 
paratively small core weighing perhaps 2 or 
3. Ibs. 

An elaborate pendulum conveyor system, 
shown in Fig. 9, passes between all core- 
benches, across to the loading end of three large 
Acme continuous stoves, where cores are loaded 


Fie. 8.—Tirtinc-Bucket FEED ARRANGE- 
MENT USED IN THE AvuSsTIN MorTor 
CorEsHOP. 


on to the moving trays. Each of the three stoves 
has a different rate of traverse, and cores are 
loaded according to size and length of drying 
time required, so that maximum output is 
obtained. The pendulum conveyor system con- 
tinues alongside the end stove, and across the 
back of the three stoves, where the dried and 
cooled-off cores are replaced on the pendulum 
for conveying through the processes of gauging 
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Shop No. 6.—Ruston & Hornsby, Lincoln 

The next core-production department to be 
dealt with is in some respects the most interest- 
ing, on account of the very wide range of work 
which has to be handled. Ruston & Hornsby’s 
Lincoln foundry is undoubtedly one of the best 
organised general foundries in the country, and 
maintains a large output of general engineering 
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crane, and specially organised to allow of the 
largest cores to be made by girl labour. 

This is the only shop known to the author 
where really heavy cores are made exclusively 
by girls, but it has now been running quite a 
long time, and certainly works well. The over- 
head crane is kept fully employed, but this 
would be equally the case if men were making 


Fig. 9.—PENDULUM CONVEYOR FEEDING THE AUSTIN CORESHOP. 


castings of high standard, ranging from a few 
pounds to 15 tons in weight. The coremaking 
for an output of this description presents many 
more problems than are encountered in shops 
handling all one type of work, and here the 
method adopted has been to divide the work 
into two sections. All cores within the size 


Fic. 10.—THr CoresHop or Ruston & Hornspy, Limirep. 


and inspection, blacking, further drying-off, 
jointing and assembling into jigs ready for 
setting into moulds or delivery to the finished- 
core stores, from which they are taken by trucks 
to the mould-assembly line. 


limits of the continuous drying stoves (5 ft. 6 in. 
by 20 in. by 20 in.) are produced in the mecha- 
nised coreshop (Fig. 10), and larger cores in a 
separate shop equipped with stationary-type 
stoves, bogie trucks, and overhead travelling 


the cores, as most of them are too heavy for 
man-handling. Two labourers work in conjunc- 
tion with the crane, manipulating the lifts, so 
that the girls have no heavier work than in other 
coreshops. Owing to the large size and varying 
shapes of boxes, and intermittent requirements, 
a shop of this kind cannot be set out in the same 
orderly fashion as a repetition coreshop on small 
work, and each coremaker occupies more floor 
space (Fig. 11). 

Much the same conditions apply as in a large 
general moulding shop, where, of necessity, a 
number of large boxes in constant demand re- 
main near the place where they have to be used, 
so that the minimum of time and expense is 
incurred to put them into use again when 
required. 


Fic. 11.—Larer Core MADE By GIRL 
LasBour. 


The mechanised coremaking department deals 
with a large volume of cores in an endless 
variety of shapes and sizes. Fig. 10 gives a 
general view of the shop, and the specially-made 
roller conveyor which takes cores from the 
benches out into the adjoining main foundry 
building, where they are loaded on to the con- 
tinuous drying stoves. It will be noticed that 
some of these are quite large cores, but the 
smallest are also dried simultaneously. 

Owing to the increasing demands, this core- 
shop has had to be extended, and now also 
occupies a section immediately in front of the 
stoves, as seen in Fig. 12. 
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Fie. 12.—Dryine Stove PLANT INSTALLED at Ruston & Hornspy’s Works. 


After drying, the cores are unloaded on to 
another roller conveyor, Fig. 13, and from there 
to a traverser running on ground rails by means 
of which they are distributed to the girl dressers 
and blackers, being finally returned by another 
conveyor to the second blacking drying stove 
and dried for a short period at a temperature 
of 400 deg. Fah. They are afterwards finally 
inspected on the conveyor (shown in Fig. 13) 
before distribution to the foundry. 

It is not possible to enter at any length into 
the question of cost figures. lt may be of in- 
terest, however, in connection with this parti- 
cular foundry, having literally thousands of core- 
boxes of all descriptions in use, to mention that 
a production time is fixed for every core, on a 
straight piecework system, and this applies to 


Fic. 13.—Cores LEAVING THE STOVES ARE INSPECTED AND DELIVERED TO THE FouNDRY BY 
CoNnvEYoR. 


~ 


both light and heavy shops. 


To start such a 
system must have been a formidable task, but 
no doubt it contributes in no small measure to 
the high standard of output obtained. 


Shop No. 7 


The special feature of this coremaking lay-out 
is that it provides mass-production output with 
only one coreblowing machine and two operators. 
The author has already considered economy in 
floor space in other coreshops, but this occupies 
the least of all in relation to output, actually 
about 10 ft. by 7 ft., including the machine. 
It is made possible by the fact that although 
the number of different cores produced runs into 
hundreds, only one is in production at a time, 
and the mechanisation of coremaking and mould- 
ing is so perfectly linked up that on the aver- 
age less than two hours elapse between the 
blowing of the core and knocking out the cast- 
ing for which it is used. This particular machine 
is producing 240 plates of cores per hr., and is 
the fastest of any so far examined. 

A general lay-out of the linking-up of the 
core production with the plant as a whole may 
be gathered from the rough diagram, Fig. 14. 

The sand is unloaded from railway trucks and 
elevated on to an overhead stage where it is 
mixed, and delivered to the coreblowing machine 
underneath by means of a hopper. Two 
operators work the blowing machine, turn out 
the cores on to the bench, from which they are 
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Fic. 14.—Lay-out or Coresnor No. 7. 


handed direct on to the Acme continuous-drying 
and cooling-off stove. At the other end the 
cores are unloaded on to a pendulum-type con- 
veyor, the plates being returned to the bench by 
gravity rollers. Cores are delivered opposite to 
the position where required for placing in the 
moulds, and after finishing up on small benches, 
are placed in the moulds by a corer who walks 
on the casting platform as it travels along. 


The impression one gets from a plant of this 
type is the utter hopelessness of the old- 
fashioned methods in competition with produc- 
tion on these lines. 

There are several other shops which might 
have been described if time permitted, but those 
considered all operate under different circum- 
stances, and no two have been ‘‘ modernised ”’ on 
exactly similar lines, yet it might be fairly 
said that each quite successfully meets the par- 
ticular requirements for which it was laid out. 

In conclusion, the author would like gratefully 
to acknowledge the courtesy of all those firms 
which have permitted him to describe their 
plants, and members of their staffs for assistance 
given. Also to Mr. F. J. Cook and Mr. W. G. 
Morgan for loan of certain lantern slides, and 
those firms whose specialities have been exhi- 
bited, and to the lantern operator. Special 
thanks are due to Mr. Timmins (the honorary 
secretary of the Branch) for assistance in getting 
new slides. 
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Birmingham and West Midlands Progress 


NEW BRANCH-PRESIDENT AND 


Mr. G. W. Brown (foundry manager, Austin 
Motor Company, Limited) was elected President 
of the Birmingham, Coventry and West Midland 
Branch of the Institute of British Foundrymen 
at the annual meeting of the Branch, held at 
the James Watt Memorial Hall on April 3. 
Mr. G. M. CattacnHan (retiring President) said 
he had much pleasure in proposing Mr. Brown, 
as he had gone through both the Junior and 
Senior Vice-Presidents’ offices, and had been of 
very great assistance to him during the past 
year. He had seen a great deal of Mr. Brown 
in the last two years, and had formed a very 
high opinion of his capabilities, level headedness 
and interest in the Institute; and he felt sure 
that they could not do better than elect him as 
their President for the coming year. Mr. F. J. 
Cook, in seconding, said the Branch had been 
very fortunate in recent years in having men 
who were loyal workers for the Institute, and 
who by their keenness were able to attract mem- 
bers to their meetings as well as to give Papers 
for discussion. In Mr. Brown the Branch was 
also fortunate, for he was an exceptional mem- 
ber, inasmuch as he happened to be not only « 
foundryman, but an engineer. When one con- 
sidered the strides which engineers were making 
in the improvement of foundries, it could not 
but redound to the good of the Institute, and 
the Branch in particular, to have a man like 
Mr. Brown at their head. Under his presidency 
they could look forward to a very successful 
and happy year. 

Mr. CauacuaNn then invited Mr. Brown to 
take the chair, and, in congratulating him, 
hoped he would have a successful year. He 
appreciated the help from the Council and mem- 
bers which he had received, and he had enjoyed 
the opportunities which had been afforded him 
of meeting the foundrymen in the district. 

In acknowledgment, Mr. Brown said he appre- 
ciated the great honour conferred upon him. 
Although he did not take second place to any- 
one in his admiration of the foundry world at 
large, he thought the technique and the men- 
tality required to make up a successful foundry 
executive were of no mean order, and _ his 
admiration was unbounded for the men who 
filled those positions so capably. He was sure 
that the Council would be glad to receive what- 
ever criticisms they had to offer as well as their 
help, and he, personally, should appreciate both, 
because useful criticism and assistance was the 
soundest way by which they could make progress. 


A Report on Progress 


Presenting the Annual Report, Mr. A. A. 
Trains (hon. secretary) said the attendances at 
the seven Branch meetings (one at Coventry) 
showed a slight improvement over last year, the 
average being 53 against 50. A record attend- 
ance of 84 was obtained at the lecture on 
Modern Coreshop Production,” by Mr. W. H. 
Smith. The standart! of the Papers had been 
high, and very good discussions have followed all 
of them. At the opening meeting in October, a 
presentation was made to Mr. L. W. Bolton in 
recognition of his assistance to the Branch 
during his five years’ service in a secretarial 
capacity. A diploma was also presented to Mr. 
W. H. Bamford for his Paper on ‘‘ Cupola 
Practice with a View to Closer Carbon Control ”’ ; 
this Paper had been published in this year’s 
** Proceedings ’’ of the Institute. In January 
a joint meeting was held with the Electrodeposi- 
tors’ Technical Society, when a Paper was read 
on ‘ Troubles Experienced in Electrodeposition 
Due to Unsuitable Castings ’’; some 30 members 
attended and a lively discussion ensued. 

Two works visits had been made. One party 
of 45 members visited the steelworks of F. H. 
Lloyd & Company, at Wednesbury, while 32 


INCREASED MEMBERSHIP 


members visited the foundries of Daimler, 
Limited, at Coventry. The recent annual dinner 
and dance was very well attended and highly 
successful. The Council was pleased to report 
that no financial loss was incurred. 

The Branch syllabus was again issued in the 
form of a diary. A slight improvement was 
made by stamping each diary with members’ 
initials, an innovation which was appreciated. 

There has been a satisfactory improvement in 
the membership, 25 new members having been 
elected and seven transferred from other 
Branches; six members had either resigned or 
lapsed. The total membership stood at 265, show- 
ing an increase of 25 over last year. This in- 
crease entitled the Branch under the new bye- 
laws to elect a further representative to General 
Council (making three in all). 

In a very successful year financially, the sub- 
scription income was £358 17s, 6d., this being the 
highest ever recorded. The credit balance was 
£28 6s. 6d. as against £31 6s. 6d. last year. 
Income, however, had been less—£92 10s. as 
against £100 last year. 

The Secretary reminded the Branch that, 
although the membership was increasing, the 
present roll call of 265 was not nearly represen- 
tative of the foundry industry in the Midlands. 
To his mind, membership of the Institute pro- 
vided the spice to a foundry training. It com- 
bined all the advantages of a technical institution 
with those of a social club, enabling members to 
discuss technical subjects and at the same time 
meet each other in a friendly and social fashion. 

In conclusion, Mr. Timmins thanked members 
of the Council, and in particular Mr. Callaghan 
and Mr. Bolton, for the help and assistance they 
had given him in his first year as secretary. 

Mr. W. G. Morean moved the adoption of the 
report and accounts and coupled with it con- 
gratulations to the Secretary on his efforts this 
past year. Mr. J. Drtxon seconded, and the 
motion was carried. 


Other Branch Officers 

As senior Vice-President, the CHamrMan pro- 
posed Mr. H. J. Roe, and said that no one con- 
nected with the Institute knew more of the 
details of its organisation. He had been a tower 
of strength to the Council, and was most compe- 
tent to advise on affairs in general. Mr. G. R. 
SHorTion seconded. Mr. E. J. Lewis then pro- 
posed Mr. W. J. Molineux as junior Vice-Presi- 
dent, and said that he was a practical man who 
had had a wide experience of Branch Council 
work and was a regular attendant thereat. Mr. 
A. Tripper, in seconding, considered that Mr. 
Molineux was a good selection, and he should be 
of great help to the Branch. Both nominations 
were cordially confirmed. 

Mr. CattacHan then moved that Mr. Timmins 
be re-elected hon. secretary and treasurer, and 
remarking that it was a somewhat onerous office, 
said they had been fortunate in having three 
successive secretaries who could spare the time 
for the job. The CHatrMan said it was only right 
that he should second, because Mr. Callaghan and 
himself had seen a good deal of Mr. Timmins and 
knew how well he had managed. He thought 
they would agree that the admirable report which 
he had presented had impressed itself on their 
minds. Being unanimously re-elected, Mr. 
Timmins acknowledged the support he had 
received, especially at the dinner. 

There were three vacancies on the Branch 
Council, for which there were four nominations. 
On a ballot being taken the following were 
elected: Mr. E. W. Wynn, Mr. G. R. Shotton 
and Mr. J. J. Sheehan. The Chairman said 
it was desirable to compel a ballot, because it 
enabled members to express their interest in the 
management of the Branch. 
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Mr. G. T. Lunt and Mr. W. G. Morgan had 


been nominated as Branch delegates to the 
General Council, and as a third was now 
required, those members with Mr. UH. 
J. Roe were appointed on a ballot. Mr. 


CALLAGHAN feared that after a year as President 
he could not find the time to serve. Mr. J. W. 
Garvom, who proposed Mr. Roe, mentioned that 
the President and secretary were ‘ex-officio mem- 
bers of the General Council, and explained that 
there had been a recommendation that the senior 
Vice-President should serve also. 

As delegates on the Technical Council Mr. L. 
W. Bolton and Mr. G. R. Shotton were chosen, 
Mr. Rok stating that both served on important 
committees, while Mr. TrmMins, in seconding, 
said that both nominees were able technica! 
members who would render good service. 

Earlier, Mr. F. J. Cook moved a vote ot 
thanks to the retiring officers—the President, 
Vice-Presidents, and aiso the Dinner Committee, 
who carried through very successfully the recent 
social function. The Branch had experienced an 
enjoyable and profitable year, he added. Mr. FE. 
W. Wrywnw seconded, and particularly mentioned 
Mr. Callaghan, who had fulfilled his duties quite 
as well as he carried out his duties in every-day 
life. Mr. Timmins had also tackled his job very 
capably, and deserved their thanks for maintain- 
ing the good work of his two able predecessors. 
Mr. Callaghan acknowledged the compliment on 
behalf of his fellow officers and himself. 


Pyrometry 


At a meeting of the Associate Section of the 
Staffordshire Iron and Steel Institute, held on 
March 25, Mr. A. Movutp read a Paper on 
‘“* Pyrometry,’’ in the course of which he traced 
the history of heat measurement from the first 
thermoscope, said to have been made by some 
Greek physician in 2 B.c. With regard to modern 
appliances, the author mentioned the iron- 
constantan and chrome-alumel, which were base- 
metal couples, and could be used continuously up 
to 600 deg. C. and 950 deg. C. respectively. In- 
termittently, they could be used up to 700 deg. 
C. and 1,050 deg. C. respectively. 

A new couple of non-metallic type, not yet 
used to any great extent, was the silicon-carbide / 
carbon couple for temperatures up to at least 
1,800 deg. C. It consisted of a tube of com- 
pressed carbon with a rod of silicon carbide down 
the centre. The two were joined at the _ hot- 
junction end, and insulated at the other end by 
means of a refractory ring. The thermo-electric 
power of this couple was approximately 30 times 
that of the platinum/platinum-rhodium couple, 
and five times as great as the iron-constantan 
couple. The advantages of using this type of 
couple were that high internal resistance gal- 
vanometers could be used. Carbon/silicon-carbide 
was very stable, and the maximum temperature 
to which these couples might be subjected was 
about 2,700 deg. C., the melting point of silicon 
carbide. 

The author concluded his Paper with a section 
on radiation pyrometers. 


Expansion During Martensilisation 

The effects of special elements on the velocity 
of expansion due to martensitisation during quench- 
ing of steel have been investigated by T. Murakami 
and A. Hartra, according to a Paper in Tetsu-to- 
Hagane. Art automatic recording apparatus for 
the expansion-time curve during quenching was con- 
structed, and data for four carbon steels and 32 
steels containing less than 2 per cent. of Mn, 
Ni, Co, V, Cr, Si, W, or Mo, with approximately 
eutectoid carbon content, were recorded. The 
quenching temperature was §850-1,100 deg., the 
medium being oil. It was observed that the tem- 
perature of commencement of martensitisation 
generally fell as the quenching temperature was 
raised. 
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Foundry Labour’ 


By J. LAING 


in order profitably to direct all sections of 
foundry workers it is essential to know 
thoroughly the practical side of the business and 
also have a good knowledge of the metallurgical 
principles involved. Also because between 100 
and 200 tons of material have generally to be 
handled to produce one ton of finished castings 
—although the full significance of this is not 
often appreciated—it is recognised that organis- 
ing ability is also essential. The importance, 
however, of what may be termed the abstract 
side of foundry management is not so generally 
recognised, and it is of this side that it is 
proposed to make the subject of this short Paper. 

First in importance comes a knowledge of 
men, and one’s own men in particular. By this 
is meant a knowledge of the reactions towards 
such things as reward, pride of achievement, 
leadership, desire to copy, and ambition, and 
how these qualities are affected by interest, 
fatigue, temperament, fear, envy, and shop con- 
ditions. 

With direct systems of piecework, ‘‘ reward ”’ 
plays a very important part in production speeds, 
and generally speaking if this is not considered 
adequate by the recipient, one does not get the 
best effort. It is, however, because the pos- 
sibilities of reward can be so much affected by 
a man’s outlook towards his job that these things 
become so important. 

There is of course a very small minority of 
workers who appear to be always satisfied pro- 
vided they earn a little over their flat rate. 
A shop full of men of this type would be a 
hopeless proposition, but in general foundries 
one or two can be usefully employed for making 
those occasional odd jobs, which have often been 
priced for batch production, and which so ex- 
asperate a fast man. 


Fatigue Reduction 


Interest is of prime importance because if one 
can maintain interest one has gone a long way 
towards preventing fatigue. There are many 
ways by which interest can be maintained even 
on the plainest work, and the following are a 
few suggestions which may be useful:—To ex- 
amine the castings casually as they are knocked 
out, and also after trimming; to comment to 
the moulder occasionally on their appearance; 
to make an examination of the pattern and if 
quantities are required from it, to return it 
to the pattern-shop for a coat of varnish may 
help; to give additional assistance in respect 
to unskilled labour which is usually very much 
appreciated on this class of work. In other words 
the suggestions put forward are intended to 
indicate that if the manager takes an interest 
in the plain, as well as the more complicated 
castings, he will stimulate the interest of 
the operator. 

A study of the cycle of operations when dealing 
with medium and large work will reveal that 
production speeds tend to decrease when each 
operation is unduly long. The cause of this 
is again mainly due to fatigue, and the remedy 
is based on the old adage which says ‘‘ a change 
of occupation is sometimes as good as a complete 
rest.’? For instance, on a very large job the time 
taken to put in an individual ram round the 
pattern may be considerable; but the placing 
of an extra man, or extra men as the case may 
be, on the job, causes the work cycle to occur 
more frequently. Then as each operation such 
as ramming, venting, ironing, or filling in sand, 
brings into use different muscles a reasonably 
frequent change is obtainable which is almost as 
good as a rest. 


* Prize-winning entry to the London Branch Short Paper Com- 
Petition. 


On the other hand it is even more important 
not to ‘‘ over-man ”’ the job and so make each 
operation too short, as in this manner valuable 
time will be lost through unnecessary change- 
over. 


idiosyncrasies 


A knowledge of one’s own men is specially 
desirable when placing them to work in gangs, or 
even in pairs. Some men are always content to 
leave as much as possible to the other man, 
believing that when working under these condi- 
tions they are relieved of all responsibility. 
Others are not happy unless they are leading 
with their section of the work. Then there are 
some who are not quite sure of themselves and 
prefer to be behind a leader, yet will strive hard 
to keep near him. Some men by their very 
nature must take charge of the job, and produc- 
tion is definitely prejudiced by placing two such 
men to work together for long periods. Instances 
are known where two men when put together on 
one job would invariably quarrel over some par- 
ticular operation, and then both would work 
furiously for several days without speaking to 
each other. This, however, is a rare occurrence, 
and the ideal combination is the quick man who 
knows his job and eager to take the responsi- 
bility, with the honest worker who does not 
intend to be left far behind. 

Although much has been written about ‘ shop 
conditions ’’ their effect on fatigue and conse- 
quently on production is not yet fully appre- 
ciated. North lighting, with its freedom from 
sunshine and shadows, and good ventilation, are 
invaluable if really hard work is to be carried 
out to the best advantage, in the summer time. 
When they are not available the men tire more 
quickly, which results in unduly prolonged rest 
periods. It must be remembered that ramming, 
or throwing up sand, in an unsuitable atmo- 
sphere is very different from walking round the 
foundry. 

Taking the other extreme, winter time is, of 
course, more conducive to higher speeds on the 
more laborious operations; but on intricate work 
there may be long periods of comparative inac- 
tivity; and on almost all classes of small hand 
work the operations change so frequently that it 
is impossible to keep even comfortably warm 
however hard a man may work, if the tempera- 
ture is round about freezing point. Under such 
conditions as these, production suffers even more 
than it does on the hottest of summer days. 

No doubt conditions are still a long way off 
the time when air-conditioning will be applied to 
all foundries. But it is suggested to those 
interested in shops where the temperature fre- 
quently falls very low, the serious consideration 
of some form of heating other than by open fires. 


Ambitious Workers 


Ambition as generally understood is not always 
a productive agent. Indeed, it is often the 
reverse, because all men cannot succeed, and 
thwarted ambition often leads to dissatisfaction 
and indifferent workmanship. Many—although 
of course not all really good fast men—have no 
desire to be anything other in the foundry 
industry except moulders. At the same time all 
good men have had a definite desire to take full 
advantage of the practical facilities for learning 
open to them, during some part of their early 
life. Even if they have had no inclination to 
become foremen or managers, they did at any 
rate intend to be leading lights in their own 
sphere. 

A desire to prove oneself as good as the next 
man is latent in most men, and a little incident 
which usually took place on Saturday mornings 
in a certain foundry many years ago is worth 
recalling. After receiving his pay on Friday 


evenings, one of the bench moulders employed 
by a firm seldom went home before closing time, 
with the result that on the following morning he 
was not in a very fit state for hard work. He 
did not wish, however, to appear slower than the 
next man, so on these occasions when he fell 
behind with his work, he would quietly remove 
one or two moulds from his neighbour’s row to 
his own. The neighbour evidently had a very 
amiable disposition, as he never commented on 
the occurrence, but simply re-doubled his efforts 
to make up the loss. 

This was rather a unique way in which pro- 
duction was made good, but whether the stealing 
of the moulds was prompted by envy, pride of 
achievement, or ambition will never be known, 
but it certainly was not due to fear. 


Moulding Machines 

This little story suggests that some of the 
machine moulding salesmen might make more 
use of example. They should be prepared to take 
along a really practical expert, to see the type 
of work a prospective customer has to produce, 
and to give him an approximate statement of 
the output likely to be obtained on such work 
under the existing shop conditions. In the event 
of a sale the demonstrator could then be loaned 
to the purchasing foundry for a day, or two 
days if necessary. By this means the men in 
the shop who would later have to work the 
machines would be given an example of the maxi- 
mum production that was to be expected under 
the given conditions. Under these circumstances 
there would be fewer dissatisfied customers and 
more business would accrue. 

Fear of making mistakes may also play a 
part in retarding production, because it is not 
(other things being equal) the amount of work a 
man puts into his job that gives quick produc- 
tion, but rather where a moulder knows how 
much he can safely leave out. It will be found 
that nervousness may affect any employee, from 
the apprentice to the oldest moulder, and even 
the shop foreman. It generally enters into play 
after a man has made a scrap casting, and quite 
good moulders are known to have been so much 
affected after making one, or possibly two 
wasters, that it could only have been by sheer 
luck that they could have produced a good 
casting. 

In cases of this nature it is necessary in some 
way or another to remove the cause of the un- 
rest, in order to bring the risk down to the 
normal 2, 3, or 4 per cent., as the case may be. 
The best way to accomplish this is to have a 
short general talk on the subject with the man 
concerned, and to direct a few of the major 
operations with that supremely confident air of 
the specialist, and at all times to avoid the 
manner of the country practitioner who is never 
quite sure whether it is going to be measles, 
chicken-pox, or tonsilitis. 


DISCUSSION 

The Brancu-Prestpent (Mr. F. O. Blackwell) 
said it was obvious that the Paper had been 
written by an author having a very human 
understanding of the point of view of the 
workers, and he congratulated Mr. Laing upon 
a very thoughtful and practical Paper. 

Mr. H. W. Locxwoop (Branch Hon. Secre- 
tary) asked if the author would elaborate his 
point that between 100 and 200 tons of material 
had to be handled and/or used in the production 
of one ton of finished castings. 

Mr. J. Larne replied that he included in the 
weight of from 100 to 200 tons all the material 
that was moved on the foundry floor from the 
commencement of the operation of the making 
of a casting until the casting was finally 
delivered. He had taken into account the num- 
ber of times the sand, the moulding boxes, 
lifters and other apparatus, and the metal, had 
to be moved, bearing in mind that some of the 
materials and apparatus had to be handled many 
times in the course of the operation of produc- 
ing castings. Sometimes the total weight of 
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material handled, when calculated in that way, 
amounted to more than 200 tons per ton of 
finished castings. It depended largely, of course, 
on the class of work and the particular shop in 
which it was carried out. 

Mr. H. O. Stater (Past Branch-President) 
said the Paper had recalled to his mind a slogan 
which had been used by Mr. Feasey (to whom 
he was apprenticed)—‘‘ Manage your men and 
you can manage your metal.’’ The Paper also 
served to emphasise very strongly the necessity 
for continuity of employment and the necessity 
for taking due notice of the temperaments of 
the men; that was one of the greatest secrets 
of the success of any foreman or manager. 


Demand for Skilled Moulders 
Mr. G. C. Pierce (Past Branch-President), in 
a compliment to the author, said he had per- 
ceived throughout the reading of the Paper that 
it had been written by one who was a keen 


- student of the psychology of the moulder, and 


who knew what he was talking about. It was 
necessary, however, to use a fair amount of tact 
in order to get the best from the men. The 
problem of the psychology of the foundry worker 
was very deep, and it was evident that Mr. 
Laing did really know the foundry worker. 

Mr. Pierce refuted the suggestion that, by 
reason of the mechanisation of foundries, there 
was a great danger of craftsmen being elimi- 
nated, and he asked for Mr. Laing’s views on 
the matter. He ventured to assert that just as 
many highly skilled moulders were required in 
a period of normal trade nowadays as had been 
required in any other normal trade period in the 
past. Nowadays the industry was suffering from 
a shortage of skilled moulders in some parts of 
the country, and that was being realised by those 
responsible for the production of castings—he 
did not mean those who merely wrote orders on 
paper, but those who were actually responsible 
for the production of castings in the foundry. 
He attributed that shortage to the fact that 
mechanisation of foundries had brought in its 
train a greater demand for skilled men. 

Mr. Larne did not think there was a greater 


Alemand for skilled men to-day than in the past, 


relative to the tonnage produced in this country ; 
indeed, he believed that relatively there was a 
less demand for skilled men nowadays than for- 
merly. At the same time, the demand for highly- 
skilled men to-day had become greater than the 
supply. Many circumstances had led to the 
making of quite a number of moulders with 
doubtful ability, due to no fault of their own. 
The particular conditions of the last ten years 
or more had not tended to make really good 
moulders, but the services of the boys who were 
apprenticed at the present time were likely to 
be in demand for a good number of years to 
come, at any rate, during normal trade periods. 
There would always be a demand for skilled men 
in the industry, but he did not think there would 
ever be quite the same demand for the skilled 
man as in the past, for the same relative quan- 
tity of castings produced. 

Mr. V. Detrort (newly-elected Branch-Presi- 
dent) suggested it might meet Mr. Pierce’s point 
to say that skilled men were still required in 
spite of the mechanisation of foundries, but that 
the kind of skill required was not the same as 
that required formerly. 

Mr. Pierce said he adhered to his statement 
exactly as he put it. 


Royal Patronage 

His Majesty King Edward VIII has _ been 
graciously pleased to grant his Patronage to the 
Iron and Steel Institute. It may be recalled that 
the Institute was similarly honoured by the late 
King George V and by King Edward VII before 
him, both of whom had _ previously shown their 
interest in the Institute’s activities by consenting 
to accept Honorary Membership. His Majesty King 
Edward VIII was also an Honorary Member until 
his accession to the throne. 


FOUNDRY TRADE JOURNAL 


West Yorkshire Foundry- 
men’s Annual Meeting 


HEPWORTH, M.P., ELECTED 
BRANCH-PRESIDENT 


The annual general meeting of the West York- 
shire Branch of the Institute of British Foundry- 
men was held on April 4 at Bradford Technical 
College, under the chairmanship of Mr. F. K. 
Neath, B.Sc. The date of the meeting, for 
reasons of convenience, has been transposed from 
April 25. Usually the annual meeting concludes 
the session, but this year the final meeting, held 
on that date, will be devoted to a_ technical 
address and discussion, originally planned for 
April 4. 

Mr. S. W. Wise, submitting his annual report 
as hon. secretary, said the work of the 1935-36 
session was likely, he believed, to prove of out- 
standing importance so far as concerned the 
future prospects of the Branch. The session had 
been opened by an unusually thoughtful Presi- 
dential Address by Mr. Neath, followed by a 
lecture by Mr. Makemson (the Institute’s Sec- 
retary), who presented a very clear view of the 
extent of the influence and interest of the Insti- 
tute. During a visit to the works of David 
Brown & Sons, of Huddersfield, the members 
were hospitably entertained by the firm and were 
given opportunity of seeing the method recently 
adopted by that famous company of using 
material for moulding purposes not common in 
British foundries. Another interesting visit was 
to the works of Wm. Asquith, Limited, of 
Halifax. The amount of interest taken in dis- 
cussion raised by Mr. H. Forrest—Branch Vice- 
President—on cupola practice indicated that 
there were still ample channels to be explored 
in connection with that much debated subject. 

A really serious attempt was being made to 
place methods of foundry costing on a standard 
and uniform basis, and the Address given to 
the Branch by Mr. Hodson, a member of the 
Institute’s Costings Sub-Committee, gave rise 
to a lively discussion whilst showing clearly the 
many difficulties of the task undertaken by that 
Committee. 

The annual dinner (proceeded the secretary) 
was, as always, a thoroughly enjoyable function, 
and was, he felt, now accepted as a permanent 
feature of their winter programme. It provided, 
in his opinion, a much-needed opportunity for 
social relaxation. The dinner had been attended 
by the President and members of the Council 
of the Institute and it was perhaps opportune 
to mention that the General Council was again 
to visit the West Yorkshire Branch in January 
next and he felt efforts should be made to make 
the occasion worthy of the Branch. The present 
healthy and stable outlook for the industry in 
which members of the Branch were interested 
was to some extent being reflected in their 
own particular sphere. The Branch membership, 
which had remained steady during the lean in- 
dustrial years through which they had been 
passing, had now taken an upward trend and 
although it was yet too early to predict results, 
there was every reason to believe that the work 
of the organisation was attracting attention. It 
was still earnestly to be wished that a larger 
proportion of foundry firms’ principals would 
be in evidence in the Branch activities. 

Hitherto the thought had been current in the 
Branch that the possibility of the Institute’s 
national conference being held in the West 
Riding was outside the range of practical politics. 
There were, however, signs and indications that 
in the not very distant future they may have 
reason to think otherwise; and should such an 
occasion arise they must prepare to make it one 
of the outstanding events in the history of the 
Institute. Mr. Wise, in conclusion, thanked 
his fellow officers and members for kindly help 
and friendliness during the year’s working. 


MR. J. 


Aprit 16, 1936 


The report was adopted—with thanks to the 
Secretary—on, the motion of Mr. H. A. McColl 
(head of the Metallurgical Department at 
Bradford Technical College), seconded by Mr. A. 
W. Walker (Past-President). 


Election of New Officers 

The following officers were elected for the 
coming year :— 

President, Mr. Joseph Hepworth, J.P., M.P. 
(East Bradford), consulting engineer. Vice- 
Presidents, Mr. H. Forrest (Stanningley) and 
Mr. S. Carter (Huddersfield); Hon. Secretary 
(re-elected), Mr. S. W. Wise (Bradford); Added 


to Branch Council, Messrs. H. A. McColl 
(Bradford Technical College), W. Fearnside 
(Keighley) and A. Kent—the latter newly 


transferred from the Lancashire branch. Messrs. 
Riley and McColl were appointed Hon. Auditors; 
Messrs. H. Bradbury and F. Squires (Hon. 
Registrars and Librarians; Messrs. A. S. 
Worcester and W. G. Thornton (Bradford) bot 
Past-Presidents of the Branch—as delegates to 
the Institute’s General Council; and Messrs. 
A. S. Worcester and F. K. Neath, members of 
the Institute’s Technical Committee. 


The Institute and Foundry Progress 


Mr. J. Herwortn, M.P., in thanking the 
members for his election.to the chairmanship of 
the Branch, said he considered it an honour and 
also a considerable responsibility. During the 
past thirty years or so great progress had been 
made in the foundry industry, and it was only 
by meetings and discussions that members of 
the industry were able to pass on their experi- 
ences and exchange ideas in the general move- 
ment towards further enlightenment. He was 
afraid it had to be admitted that when he 
(Mr. Hepworth) was a youth, hardly one in a 
hundred among average foundrymen had any 
precise knowledge on subjects of foundry prac- 
tice. It was simply a matter of so much iron 
and so much scrap. Since that time there had 
been marked progress not only among leaders 
of the industry, among the people of research, 
but among the rank and file engaged in every- 
day work in the foundry, and it was for the 
Institute to see that this progress was main- 
tained. 

Mr. Hepworth said he felt it was true to feel 
that this country, provided the prevalent inter- 
national unrest did not lead to war, was in for 
a steady improvement in the engineering and 
allied industries. The spending of three hundred 
millions sterling, which the Government now 
contemplated, even though it was in a sense on 
warlike materials, would inevitably have a good 
effect on the engineering and foundry, as well as 
other, industries. It might be remarked that 
spending that amount of State money on arma- 
ments was going to remove any chance of reduced 
taxation. He was afraid that might be true. 
Taxation played a great part in the success or 
otherwise of industry. The lower the taxation 
the better chance there was for trade recovery. 
But if circumstances were such that the pros- 
pects of reduced taxation in the near future were 
rather small, it was at any rate something to 
feel that the vast amount of money to be spent 
would help employment and industry and to a 
large extent counteract the deprivation of tax 
benefits for which they had all so much hoped. 

Speaking subsequently, in moving a vote of 
thanks to retiring officers of the Branch, Mr. 
Hepworth said he would like to see the Institute 
of British Foundrymen placed on a more 
scholastic basis than at present. He realised 
what valuable work the Institute was doing, both 
in research and education, but he felt it would 
be a fine thing if young men coming into that 
important part of the engineering industry—and 
it was an important part, when they thought 
how much all branches of engineering dependeg 
on good work in the foundry—could come intofit 
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the Selection of Melting Furnaces for Malleable 
ca American Foundrymen’s Association tro, ty Gisshovith and HF. Lands, 
at Central Institute of Scientific Research for 
PA. Machine Construction, U.S.S.R. 
ANNUAL CONVENTION IN DETROIT 12.30 p.m.—Luncheon and Round-Table Dis- 
cussion—Non-ferrous Division: Chairman, Mr. 
The 1936 annual convention of the American Chairman, Mr. Jerome Strauss, Vanadium Cor- T- ©. Watts, Falcon Bronze Company, Youngs- 
the Foundrymen’s Association will be held in Con- poration of America, Bridgeville, Pa. town, Ohio. Vice-Chairmen, Mr. H. J. Rowe, 
yention Hall, Detroit, from May 4 to 9. Im con- Manganese Bronzes: by Dr. F. R. Hensel, Aluminum Company of America, Cleveland; Mr. 
M.P. nection with the convention there will be held P. R. Mallory Company, Indianapolis, Ind. Harold J. Roast, Canadian Bronze Company, 
Vice- the Foundry and Allied Industries Exhibition. Pressure Castings in Aluminium Bronzes: Montreal, P.Q. ’ 
and All indications point to the Exhibition being one by H. T. Ganzuage, Goulds Pumps, Inc., Topics for Discussion: 
tary of the largest ever held, presenting a great Seneca Falls, N.Y. 1. Melting Practice (a) Furnace Atmosphere, 
dded number of working exhibits, showing many new Annual Business Session—Non-ferrous Divi- (b) Furnace Operation. 
eColl developments in foundry equipment and supplies. sion: Report of election of officers. Report of 2. Insulation of Furnaces. _ 
nside The tentative programme shows a well-balanced Committee on Recommended Procedure for the 3. Relation between Deoxidiser Content, 
ewly schedule of Papers and reports on practical Analysis of Defects. . Gates, Risers, Pouring Temperature, Shrink- 
SSST'S. operating and metallurgical problems of all 11 a.m.—(b) Malleable Cast Iron: Chairman, age and Sand Attack. P 
tors; branches of the industry. Of outstanding signi- Mr. P. C. DeBruyne, Moline Malleable Iron 4. Questions on Papers. read at Convention 
Hon. ficance will be the session on progress in the Company, St. Charles, . Brense, (6) Gilson Srense, 
S. medical, legislative and engineering aspects of Malleable Sand Control, by H. W. Dietert gg ort ye ‘ 
both safety and hygiene in the foundry. Of equal im- and Mr. V. Valtier, H. W. Dietert Company, 5. Cat Betas -peemtiieneel on & & 
2s to portance will be the session on apprentice train- Detroit. a more helpful is , 
SSS, ing. These two subjects are of greatest current Report of Committee on Specifications C Tosi Gas & bale Gay 
/ -30 p.m.—Luncheon and Round.Table Dis- of Detroit. 
Hont-Arentmnant of cast iron, the effect of cussion—Engineering Instructors: Chairman, Foundry Apprentice Training, by Franklin 
alloys, and melting practice will be given the : ‘ ‘i “none 
: . Mr. C. J. Freund, Dean of Engineering, Univer- R. Hoadley, Farrel-Birmingham Company 
grey sity of Detroit, Detroit, Mich. Ansonia, Conn. 
Pa 2 p.m.—Sand Research: Chairman, Mr. R. F. Apprentice Training in Detroit Industries, 
PP Harrington, Hunt-Spiller Manufacturing Cor- by H. W. Boulton, Murray Corporation, 
and the production of special bronzes. The malleable poration, Boston. Vice-Chairman, Mr. W. G. Thetreit. Mich 
Reichert, Singer Manufacturing Company, Eliza- Training Foundry Apprentices in Cleveland, 
; = g g » beth, N.J. by J. R. Goldie, Cleveland Vocational School, 
only annealing and temperature control. General- The Constitution of Bonding Clays and its Cleveland Ohio. 
the on Influence on Bond Properties, by R. E. Grim, 3.30 p.m.—A.F.A. Cost Committee. 
peri- will also presented. Line meeting nas Seen ik. H. Bray, and W. F. Bradley, Illinois State 4 p.m.—Sand-Control Shop Course (Session 2). 
10ve- arranged for the discussion of shop training in Geological Survey, Urbana, Ill. 8 p.m.—(a) Foundry Refractories: Chairman, 
schools. Deformation of Moulding Sand, by H. W. Mr. C. E. Bales, Ironton Fire Brick Company, 
the schedule o: Dietert and R. A. Dietert, H. W. Dietert Com- [ronton, Ohio. Vice-Chairman: Mr. A. H. 
pany, Detroit, Mich. Dierker, Engineering Experiment Station, 
any Technical sessions for the engimeer and metal- Practical Sand Control in Grey-Iron Foun- Ohio State University, Columbus, Ohio. 
prac- lurgist, , shop-course meetings for the practical dries, by H. Deane, Deere & Company, Moline, Behaviour of Cupola Refractories Under 
iron production man, and round-table luncheon meet- Tl. tes 
Severe Operating Conditions: by J. L. Lowe, 
had ings for the informal discussion of representative Foundry Sand-Testing Problems at High Campbell, Wyatt & Cannon Foundry Company 
rders foundry problems will provide an extremely busy Temperatures, by P. E. Kyle, Massachusetts Muske rnd Mich , 
arch, week for those in attendance. Institute of Technology, Boston, Mass. Notes on Some Foundry Refractories: by 
a A complete schedule of the sessions and events Committee Reports. J. D. Sullivan, Battelle Memorial Institute, 
of the week is given below. Columbus, ‘Ohio. 
feel Registration: Convention Hall. and Detroit Chapter of A.F.A. Bowers, y Cast Tron’ Pi e 
nter- Works visit. W May 6 and Charles Green, Alabama Clay Products 
EDNESDAY, May 6. 
1 for Tuespay, May 5. Company, Birmingham, Ala. 
9 a.m. to 6 p.m.—Exhibits open: Convention _Guestion bor: venues 
now Hall. Eaton Erb Fox silicon from sandstone used in the melting 
nthe 9 a.m.—Cast-Iron Shop Course (Session 1). gry Company en zone of a cupola? (2) Is it possible to reduce 
. ve Chairman, Mr. P. T. Bancroft, Molime, IIl. Dieemesian Leader, Mr. Fred J. Walls, Inter- titanium Svom blocks used in the melting zone 
Discussion Leader: Mr. E. J. Carmody, national Nickel Company, New York, N.Y. of shapes 
Campbell, Wyant & Cannon Foundry Com- Fundamentals in Welding Cast Iron. Which 
pany, Muskegon, Mich. 10 a.m.—(a) Cast Iron: Chairman, Mr. M. ) bk 
true. Cupola Operation and Repair. Sanat y» Var Vi Sahchunen” Mr v 2’ iron furnaces? (5) What is the best type of 
88 oT 10 a.m.—Opening Meeting: Fortieth Annual Gade. Ala Molybdenum Company, Detroit. refractory for the rotary, powdered-coal-fired 
ney Lonvention. Control of Manganese in the Cupola, by  ‘*YPe of furnace? | ‘ 
very Address of Welcome: Mr. Harvey Campbell, M. T. Davis, General Electric Company (b) Steelfounding: Chairman, Mr. John 
pros- Detroit Board of Commerce. Ontario, Calif. 
age Announcements. Determining the Height of Molten Metal in any, High Bridge, N.J. 
8 to President’s Annual Address: Mr. D. M. _ the Cupola, by Carl Harmon, Chevrolet Motor Cleaning Steel Castings: by Paul Dougher. 
spent Avey, Penton Publishing Company, Cleveland, Company, Saginaw, Mich. American Steel Foundries, East Chicago, Ind. 
to 8 Ohio. Effect of Coke below Tuyeres, by H. Johnson Report of Committee on Test Coupons. 
ll a.m.—(a) Non-ferrous Casting Practice: and James T. MacKenzie, American Cast Iron 
Pipe Company, Birmingham, Ala. eport oO epresen ative on A.wN.L.M. 
Png (b) Malleable Cast Iron: Chairman, Mr. F. L. ‘™#ttee on Specifications. 
ice-Chairman, Mr. L. N. Shannon, Stockham i 
more after passing examinations providing the right to Pipe Fittings Company, Birmingham, Ala. 9 a.m. to 6 p.m.—Exhibits open: Convention 
lised letters of qualification after their names. Such Measuring and Controlling Pouring Tempe- Hall. 
both : condition would enhance the standing of the ratures, by C. F. Joseph, Saginaw Malleable 9 a.m.—Cast-Iron Shop Course (Session 3): 
vould oundry section of the industry and would enable Iron Div., General Motors Company, Saginaw, Chairman, Mr. Leslie J. Korte, Atlas Foundry 
that the men with such recognised qualifications to Mich. Company, Detroit. 
—and get better positions. _ ; Metallographic Changes during Cooling Discussion Leader: Mr. G. P. Phillips, Inter- 
ught Following the conclusion of the meeting the between First and Second Stages of Annealing, national Harvester Company, Chicago, III. 
ndeg members were entertained to light refreshments by H. A. Schwartz and C. H. Junge, National Alloys—Why Used and What They Do to 
tog it at the College as guests of Mr. H. Richardson,  Malleable & Steel Castings Company, Cleve- Cast Iron. 


Principal of the Bradford Technical College. 


land, Ohio. 


10 a.m.—(a) Cast Iron: Chairman, Dr. James 
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T. MacKenzie, American Cast Iron Pipe Com- 
pany, Birmingham, Ala. Vice-Chairman, Mr. 
E. K. Smith, Electro Metallurgical Company, 
Detroit. 

Notes on Fatigue Properties of Alloy Cast 
Iron: by H. L. Daasch, Iowa State College, 
Ames, Iowa. 

Heat-treated Cast Iron: by M. Ballay and 
R. Chavy, Paris, France. Exchange Paper 
of the French Foundry Technical Association. 

Heat-treatment by Hardening and Temper- 
ing: by J. E. Hurst, President, Institute of 
British Foundrymen. Exchange Paper of the 
Institute of British Foundrymen. 

(b) Non-ferrous Castings: Chairman, Mr. 
H. M. St. John, Detroit Lubricator Company, 
Detroit. Vice-Chairman, Mr. T. E. Kihlgren, 
International Nickel Company, Bayonne, N.J. 

Sand Castings of the Copper-Silicon Alloys: 
by H. A. Bedworth and V. P. Weaver, 
American Brass Company, Waterbury, Conn. 

Founding Aluminium Bronzes: by J. E. 
Crown, Naval Gun Factory, Washington, D.C. 

Report of Committee on Recommended Prac- 
tices. 

12.30 p.m.—(a) Luncheon and Round-Table 
Discussion: Steel Division. Chairman, Mr. 
A. H. Jameson, Malleable Iron Fittings Com- 
pany, Branford, Conn. 

(b) Luncheon and Round-Table Discussion: 
Malleable Division. Chairman, Mr. R. J. 
Teetor, Cadillac Malleable Iron Company, 
Cadillac, Mich. 

3.30 p.m.—Annual Business Meeting. 

4 p.m.—Sand-Control Shop Course (Session 3). 

7 p.m.—A.F.A. Annual Dinner. 


Fripay, May 8. 

9 a.m. to 6 p.m.—Exhibits Open— Convention 
Hall. 

9 a.m.—Cast-Iron Shop Course (Session 4): 
Chairman, Mr. John Grennan, University of 
Michigan, Ann Arbor, Mich. 

Discussion Leader, Mr. James H. Lansing, 
Kelsey Hayes Wheel Company, Detroit. 

Use of Pulverised-Coal-Vired Rotary Furnace 
in Melting Cast Iron. 

10 a.m.—(a@) Steel Founding: Chairman, Major 
R. A. Bull, Consultant, Steel Foundry Practice, 
Chicago. Vice-Chairman, Mr. Marshall Post, 
_—* Steel Foundry Company, Birdsboro, 

a. 

Free and Hindered Contraction of Alloy 
Steel Castings, by C. W. Briggs and R. A. 
Gezelius, Naval Research Laboratory, Wash- 
ington, D.C. 

Report of Committee on Methods of Manu- 
facture of Liquid Steel for Castings. 

Lteport of Representative on Committee on 
Foundry Sand Research. 

10 a.m.—(b) Cast Iron: Chairman, Mr. H. 
Bornstein, Deere & Company, Moline, Ill. Vice- 
Chairman, Mr. A. L. Boegehold, General Motors 
Corporation, Detroit. 

Copper and. Copper Manganese in Cast Iron, 
by L. W. Eastwood, C. T. Eddy and A. E. 
Bousu, Michigan School of Mines and Tech- 
nology, Houghton, Mich. 

Symposium on Alloy Cast Iron. 

Report of Committee on Foundry Practice. 

Report of Committee on Specific Applications. 

Report of Committee on Heat-Treatment. 

2 p.m.—Progress of Medical, Legislative and 
Engineering Aspects of Safety and Hygiene in 
the Foundry: Chairman, Mr. D. M. Avey, Presi- 
dent, A.F.A. 

Medical Aspects: Dr. R. R. Jones, Assis- 
tant Surgeon, Division of Labour Standards, 
U.S. Dept. of Labour, Washington, D.C. 

Legislative Aspects: Voyta Wrabetz, Chair- 
man, Industrial Commission of Wisconsin. 

Open Forum: Forum Leader, Dr. J. A. 
Britten, Chief Surgeon, International Har- 
vester Company, Chicago, Ill. 


Saturpay, May 9. 
9 a.m.—Exhibits Open—Detroit Day. 
4 p.m.—Exhibits Close. 
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Some Notes on Design* 


By J. Parison. 


To-day engineers and draughtsmen have 
realised to some extent the wisdom of discussing 
their designs with the foundrymen, and under- 
stand the necessity for the avoidance of irregular 
shapes, for uniform section, gradual changes in 
section, and the arrangement of design to enable 
the most important part of the casting to be cast 
at the bottom. There is also a better apprecia- 
tion of allowances of taper; the avoidance of thin 
ribs between heavy sections. They are probably 
wearied of hearing foundrymen mention it, and 
yet how often one sees thin sections adjoining a 
thick one or an intricate design to stand great 
pressures designed without regard for the natural 
characteristics of the most complex alloy used in 
the foundry—cast iron. 

Varying thicknesses only involve varying 
strengths, even in the same casting, as there is a 
continuous increase in the strength per sq. in. 
as the cast section diminishes. 

The results from tests on bars of varying dia- 
meters gave on 3 in. dia. bar 10.18 tons per 
sq. in.; on 2.2 in. dia. bars 12.05, and on 1.2 in. 
bars 15.65 tons per sq. in. 

It is interesting to note the change in elec- 
trical resistance which increases with the size, 
due, of course, to a larger percentage of graphite. 

Some engineer has at some time been sur- 
prised at the failure of a casting which he was 
sure had been given an ample safety margin—the 
trouble probably being the question of varying 
thicknesses. Maybe to combat this failure he has 
added more metal to the thin sections, thereby 
raising the cost of the casting, when a reduction 
of the thick section would have! been both satis- 
factory and cheaper. One cannot always legiti- 
mately blame the engineer, sometimes the risk of 
failure is not lessened by the method employed in 
the foundry itself. It is fully realised that it is 
impossible to have every design of uniform 
section, and the production of castings in 
pearlitic cast iron is an attempt to supply the 
engineer with homogeneous castings, although 
they have varying thicknesses. 

Sections of two flanged bushes, one of cylinder 
quality iron and one in Perlit iron, will show that 
the Brinell hardness numbers are irregular with 
the cylinder iron and _ regular with the 
Perlit quality. There is also a _ difference 
between the tensile strengths taken from similar 
positions. 

This method of producing castings has not yet 
attained perfection, and it has limitations, as 
special heating arrangements are necessary for 
raising the temperature of the moulds before 
pouring. The size and structure of the casting 
also tend to limit the use of this method. 

To continue with design, there is no doubt that 
simplicity in design helps to cheapen the cost of 
production, especially in patternmaking. Cast 
iron, although comparatively cheap, does not 
appear to have found great favour with en- 
gineers, and probably the chief obstacle to its 
use, apart from lack of homogeneity in varying 
sections as explained, is its so-called poor physical 
properties, such as its low tensile strength and 
poor elongation, although recently developed 
irons give physical properties that were thought 
unattainable but a few years ago. 

Apart from the various special irons, one 
method which has brought a serious improvement 
is the addition of varying percentages of steel 
to the cupola charge. . Large quantities of cylin- 
der liners and the like are being cast in this 
metal and give up to 22 tons per sq. in. tensile 
and 4,000 lbs. transverse breaking load on a 
1 in. sq. bar set between 12-in. centres. It is 
more difficult to cast in these mixtures than in 
ordinary cast iron, and careful control over raw 
materials and every stage of manufacture is 
necessary. 


* A Short-Paper read to the Lancashire Branch of the Institute 
of British Foundrymen. 


16, 1936 


Notes from the Branches 


Sheffield.—On March 26 a number of Sheffield 
members of the Institute took part in a works 
visit to the Ketton Portland Cement Company, 
Limited, near Stamford. The journey from 
Sheffield was made by road, and the party was 
welcomed at the works by Councillor G. Rf, 
Marlow, director, and Mr. J. H. Billson, works 
manager of the company. The visitors went over 
the quarries, where both limestone and clay, the 
raw materials for cement manufacture, were 
found occurring naturally in close proximity, 
Ketton freestone, used for building purposes, 
also occurred in the same quarry. On the return 
to the offices the members were entertained to 
luncheon, after which Mr. Billson read his 
Paper on ‘‘ The Manufacture of Portland 
Cement (Mechanical Processes),’’ which has 
already appeared in THe Founpry Trapp 
JOURNAL. 

At the conclusion of the Paper it was deciced 
to go through the works immediately, so that 
the Paper could be discussed after the visitors 
had had the opportunity of examining the plant. 
The clay from the quarry was churned up with 
water to form a slurry, which was stored in large 
basins and kept agitated until it was required. 
At the same time the limestone was crushed, first 
by a large jaw crusher and subsequently by a 
swing hammer mill and finally by grinding mills, 
in which the limestone was mixed with the clay 
slurry. The mixed slurry then passed to 
storage basins, from which it was pumped into 
rotary cement kilns, fired by pulverised coal, and 
was discharged as cement clinker. The clinker 
was then ground, after a small addition of 
gypsum, and was delivered as a very fine powder 
to storage silos. It was then transferred, as 
required, to packing machines, which filled bags 
of various sizes with cement, weighing them 
before they were passed on. 

The visitors then went through the laboratory, 
from which the manufacture of the cement is 
controlled at every stage, and in which the 
manufactured cement is tested in various ways. 

The visitors were then entertained to tea, after 
which Mr. Arthur Whiteley, President of the 
Sheffield Branch, proposed, and Mr. T. R. 
Walker, Honorary Secretary of the Branch, 
seconded, a vote of thanks to the company, and 
paid tribute to the efforts of Mr.. Marlow and 
Mr. Billson to make the visit instructive. 

A discussion then took place on Mr. Billson’s 
Paper, and questions were asked regarding the 
use of cement for the manufacture of moulds for 
steel castings. Mr. Walker asked whether Mr. 
Billson had found from experience that man- 
ganese steel gave better results than chromium 
steel for all the parts of the cement plant subject 
to wear and abrasion, in view of the fact that 
for some applications hardened chromium steel 
had been found to give the best results. Mr. 
Billson replied that manganese steel gave better 
results than chromium steel for some parts, but 
this was not the case everywhere, as in some 
types of duty the manganese steel was not 
subject to sufficient cold work to bring out its 
wear-resisting properties. When used for the 
jaws of mechanical navvies, for example, man- 
ganese steel gave very poor results compared 
with chromium steel, but if the navvies were 
dealing with limestone, manganese steel gave the 
better service. 


Hardness Testing 


R. A. Hattoway, in ‘‘ Heat-Treatment and Forg- 
ing,”’ describes and discusses the utility of the 
following hardness-testing apparatus: Brinell-hard- 
ness tester of the Swedish A.B. Alpha, the Avery, 
the Johnson tester, those made by Amsler, Alfred 
Herbert, Poldi, Seku and Gnome, the PZ3 and PZJ 
testers, the Rockwell hardness tester, the Alpha- 
durometer, the Shore-Monotron hardness tester, the 
Vickers apparatus, the Firth hardometer, the Shore 
retracting tester, the duroscope, and the Herbert 
pendulum tester. 
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Why Stanton-Dale used 
for Morris Cylinder Blocks 


TRENGTH, machineability and resistance to wear — 
qualities essential in castings for intricate machinery 
parts—can be secured at moderate cost by the use of 

Stanton-Dale Refined Pig Iron. 


The use of even a small proportion of this low-carbon 
pig iron gives the closening-up of grain, and general uni- 
formity, which indicate superior physical properties. For 
this reason, Morris Motors Ltd., whose specialisation and 
systematic production demands consistent materials, are 
regular users of Stanton-Dale Iron. 


Stanton-Dale Refined Pig Iron is supplied in special 
section clean pigs, broken into halves. 


Full analyses of the nine standard grades 
MORRIS 


The largest Producers of REFINED 
Foundry Pig Iron (for 9 t G i RO N 
Sale) in Great Britain 


The Stanton Ironworks Company Limited, Near Nottingham 
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Institute of British Foundrymen 
ANNUAL MEETING OF LANCASHIRE BRANCH 


The annua] general meeting and election of 
officers for the Lancashire Branch of the Insti- 
tute of British Foundrymen took place in the 
Engineers’ Club, Albert Square, Manchester, on 
April 4, Mr. J. Jackson presiding over the 
earlier part of the proceedings. Mr. J. E. Hurst, 
the Institute President, was present. 

The minutes of the previous annual meeting 
held on April 6, 1935, were unanimously approved 


and adopted, as was also the statement of ac-. 


counts for the year ended December 31, 1935. 


The Secretary’s Report 

The hon. secretary of the Branch, Mr. J. E. 
Cooke, in presenting his report of the proceed- 
ings of the Branch for the past year, stated that 
a most striking feature of the activities of the 
Branch was the development of wider interests 
and increasing responsibilities by the President 
and Branch Council. 

The attendance at meetings during the winter 
session had been slightly above the high average 
of the previous session, being 96 as contrasted 
with 90, and all the Papers presented to the 
members had been of a good standard. An 
innovation, the ‘‘ Ten Minute’’ Paper series, 
at the March meeting, proved that capable young 
men were vigorously pressing forward and de- 
served encouragement. ‘The syllabus publication 
committee were to be congratulated upon their 
arrangements, and upon the success of the winter 
syllabus handbook. 

Works visits to Howard & Bullough, Limited, 
at Accrington, and to the British Northrop 
Loom Company, Limited, at Blackburn, were 
well attended, about 120 members being present 
on each occasion, and the council had expressed 
their appreciation to the managements of those 
firms for courteously granting facilities to the 
members. 

The principal social functions, the annual out- 
ing to Kirkby Lonsdale, and the annual dinner, 
at the Grand Hotel, Manchester, were well sup- 
ported and were very successful. Mr. J. E, 
Hurst, the President of the Institute, and Mrs. 
Hurst, renewed their associations with Lanca- 
shire members as their guests at the annual 
dinner. 

It would be observed from the statement of 
accounts that the income from members’ sub- 
scriptions had reached a further high level, but 
a slight decrease in membership, from 391 to 383, 
had to be recorded. The continued decline in 
the activities of the Preston Section was mainly 
responsible for this, and it was fortunate that 
expansion’ continued to be the characteristic of 
the Burnley Section or the figures would be even 
more disturbing. 


Junior Section’s Activities 

Interest in the Junior Section was growing, 
and attendances were increasing. Ten competitors 
entered for the ‘‘ John Wilkinson ’’ Medal Com- 
petition, and six for the Short Paper Competi- 
tion. The annual social of the Section, held 
recently, was an outstanding success. The atten- 
dance of Mr. H. Winterton (Senior Vice-Presi- 
dent of the Institute), deputising for Mr. J. 
E. Hurst, was a token of official recognition 
which was’ greatly appreciated by the President 
and Council of the Junior Section. 

The evening classes for young foundrymen, at 
the Openshaw Municipal Technical School, were 
again conducted throughout the full session, but 
with diminished success. 

Joint meetings with kindred technical societies 
were also held and friendly relationships main- 
tained. 

The Branch Council had had to consider and 
decide upon matters which had demanded much 
attention. The Questionnaire upon Sand Test- 
ing, issued by a sub-committee of the Technical 


Committee of the Institute, was at first criticised 
constructively, and co-operation in its distribu- 
tion to Lancashire firms followed. 

{t had become necessary to set up a sub-com- 
mittee to encourage attendances at evening 
classes within the area, and another sub-com- 
mittee to deal with the ‘‘ John Wilkinson ”’ 
Medal questions and Awards. 

Provision had been made also to assist the 
sub-committee upon Costing, who presented the 
second part of their preliminary report during 
the Winter Session. 

The Branch representatives on the General 
Council and its Committees had faithfully carried 
out their duties. Upon the Technical Committee 
in particular they were co-operating on work in 
connection with new specifications for High-Duty 
Cast Irons, about which an important report 
would be issued in due course. 

Mr. W. Machin, of Barrow-in-Furness, was 
awarded the Diploma of the Institute for the 
Paper entitled ‘‘ Castings,’’ presented before the 
Branch and later repeated at the Annual Con- 
ference in Sheffield. 

During the past year Mr. S. G. Smith had 
retired to the South of England, Mr. W. Gilpin, 
a past secretary of the Branch, and Mr. Beard- 
shaw, a member of the Branch Council, had had 
to suspend activities owing to ill health, Mr. J. 
Pell had relinquished the secretaryship of the 
Burnley Section, and the manifold activities of 
Mr. J. S. G. Primrose had been transferred to 
Birmingham. Worthy successors to those gentle- 
men would find many opportunities . awaiting 
them. 

In proposing that the secretary’s report be 
unanimously approved and adopted the Presr- 
DENT paid a very high tribute to the services 
rendered to the Branch by Mr. E. J. Cooke. 
The motion was seconded by Mr. A. Horwoop, 
and carried unanimously. 


Scrutineers 


Messrs. Ollier, Harper, Holland, and Stafford 
were appointed scrutineers of the ballot papers 
issued for the election of officers of the Branch. 


Retiring Officers 

Mr. A. PHILLIPS proposed that a very hearty 
vote of thanks be accorded to Mr. J. Jackson, 
the retiring President of the Branch, for his 
services during the past year. Mr. Jackson’s 
untiring energy and progressive spirit justified 
them in recognising him as one of the most suc- 
cessful Presidents they had had of recent years. 

Mr. E. FiLower seconded the motion, which 
was carried unanimously. 

The retiring PrestpeNnt, in responding to the 
vote of thanks, hoped it would be possible at 
the next annual meeting to issue a better report 
concerning the Preston Section. Everything pos- 
sible would be done to create a renewed interest 
in the study of foundry practice in that district. 


The President-Elect 

Mr. J. Jackson, in proposing that Mr. J. 
Hogg (Burnley) be elected President for the en- 
suing year, said that Mr. Hogg had been 
attached to the Branch from its inception. He 
understood that he was. its first secretary, and 
carried out the duties of that office for many 
years. Probably no man had done more im pro- 
moting the education of foundrymen in the art 
of founding upon technical as well as practical 
lines. The prosperity of the Burnley Section was 
due very largely to his efforts. 

Mr. J. Masters (Shrewsbury) seconded the 
motion. 

Mr. Hoge was thereupon unanimously elected 
Branch-President for the ensuing year. 

The newly<lected President, in returning 
thanks for the honour which had been conferred 
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upon him, remarked that he could not claim to 
be the first secretary of the Branch. He did not 
regard the office as imposing a hard task upon 
him, particularly in view of the fine array of 
Past-Presidents who were prepared to assist him. 
and the invaluable help he would undoubtedly 
receive from the hon. secretary, Mr. J. E. Cooke. 

Mr. J. E. Hurst, the President of the Insti. 
tute, then spoke in terms of high praise with 
regard to the services rendered by the retiring 
President to the Branch, and fully endorsed the 
views of the members that Mr. J. Hogg would 
prove a worthy successor in the office. 


Senior and Junior Vice-Presidents 


The newly-elected President then moved that 
Mr. R. A. Jones (Salford) be elected Senior 
Vice-President. The motion was seconded by 
Mr. H. V. Grundy (Brooklands, Cheshire) and 
carried unanimously. 

The newly-elected President moved that Mr. 
H. V. Grundy be elected Junior Vice-President. 
Mr. J. Jackson seconded, and the motion was 
carried unanimously. 


Election of Other Officers 


Messrs. J. E. Cooke (hon. secretary), H. Stead 
(assistant hon. secretary) and A. Hopwood and 
A. Burgess (auditors) were returned to office 
unopposed. 

Messrs. A. Jackson, H. Stead and A. Sut- 
cliffe were elected members of the Branch 
Council; Messrs. W. N. Cook, J. Jackson and 
A. Phillips were elected representatives on the 
General Council; and Messrs. J. Jackson and A. 
Phillips were elected representatives on the Tech- 
nical Committee. 

A Paper entitled ‘‘ Foundry Refractories” 
was then presented by Mr. W. J. Rees, head of 
the Refractories Department of Sheffield Univer- 
sity, which has already appeared in the issue of 
Tue Founpry Trape Journat of July 18, 1935. 
Owing to the lateness of the hour, it was not 
practicable for any discussion to follow, and it 
was arranged that one should take place at a 
convenient date during the next session. 

Mr. J. JAcKSoN moved that a cordial vote of 
thanks be passed to Mr. Rees for his extremely 
interesting Paper. This was seconded by Mr. 
Alec Jackson, and carried by acclamation. 

In responding to the vote of thanks, Mr. 
Rees appealed to the members to support the 
work of the new Refractories Committee, parti- 
cularly in regard to the carrying out of service 
tests, which were of equal importance as those 
conducted in the laboratory. He had been ex- 
perimenting with refractories, both in the works 
and the laboratory, for practically 40 years, and 
he had learned long ago that it was necessary to 
put laboratory results to the acid test of service 
conditions in order to form reliable conclusions. 


British Chemical Plant Exhibition 


With the exception of one small stand, the whole 
of the space at the British Chemical Plant Exhibi- 
tion, 1936, has now been taken. The Exhibition is 
being held at the Central Hall, Westminster, 
London, 8.W.1, at the same time and in the same 
building as the International Chemical Engineering 
Congress of the World Power Conference, from 
June 22 to 27, 1936. The exhibition is a co-opera- 
tive one and a number of industrial research asso- 
ciations are contributing on this basis and not as 
individual bodies. They include the National 
Physical Laboratory, the Fuel Research Station, the 
Industrial Research Council of the British Iron and 
Steel Federation, the British Cast Iron Research 
Association, and the British Electrical and Allied 
Industries Research Association. The following 
firms are among those who will be exhibiting. 
Ashmore, Benson, Pease & Company, Limited, 
British Oxygen Company, Limited, Thomas Broad- 
bent & Sons, Limited, Brown Bayley’s Steel Wort, 
Limited, Cannon Iron Foundries, Limited, Firth 
Vickers Stainless Steels, Limited, Hadfields, Limited, 
International Combustion, Limited, George Kent, 
Limited, Saunders Valve Company, Limited, Siebe, 
Gorman & Company, Limited, United Steel Com- 
panies, Limited, and United Water Softeners, 
Limited. 
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This Week’s News in Brief 


Trade Talk 


MANUFACTURERS OF RAZOR BLADES, of which there 
are nearly 350 in the Solingen area, are to be formed 
into a compulsory cartel. 

Tue Timken Router Company reports for 
1935 a net profit of $7,484,000 (equal to $3.10 per 
share), compared with $3,486,000 ($1.44) for 1934. 

Demac, A.-G., or DuisBurG, report a net profit 
of 1,770,000 Rmk. for the financial year 1935, against 
60,000 Rmk. in 1934. Dividends have been resumed 
with 5 per cent. for the year. 

AN ORDER for a cargo vessel for New Zealand 
owners has been secured by Henry Robb, Limited, 
Leith. The vessel will, it is understood, be one 
of the largest ever built in the shipyard. 

Tue Hartanp ENGINEERING COMPANY, LIMITED, 
Alloa, are to supply duplicate pumping machinery 
for Bowcome pumping station, for Newport (Isle of 
Wight) Town Council, at a cost of £6,576. 

Tur Etstnore & ENGINEERING Com- 
PANY, LimITED, have placed an order with the Stir- 
ling Boiler Company, Limited, Renfrew, for 
materials valued at over £16,000 for the Copenhagen 
Municipal Electricity Works. 

Tue Lonpon & Nortu Eastern CoMPANY 
have placed orders for 500 four-wheeled bolster 
wagons, divided between Charles Roberts & Com- 
pany, Limited, of Wakefield, and Hurst Nelson & 
Company, Limited, of Motherwell. 

THe SHEFFIELD METALLURGICAL ASSOCIATION held a 
joint meeting with the Society of Chemical Industry 
last week. An address on ‘ The Influence of 
Sulphur in Fuel on the Scaling of Steel ’’ was given 
by Prof. J. W. Cobb and Mr. H. C. Millett. 

ALEXANDER STEPHEN & Sons, LimitTep, Linthouse, 
Glasgow, have received a contract from the Union 
Steamship Company of New Zealand for a 3,000-ton 
motor vessel. It will be 300 ft. long and is to be 
employed in the New Zealand coasting trade. 

A MILE AND A HALF of gangway has been installed 
at one of the Ford factories in America for the 
purpose of window-cleaning. It is estimated that 
three months’ accumulation of dirt on glass reduces 
the lighting efficiency in the works by about fifty 
per cent. 

THE LARGE Works at Nottingham which were for- 
merly owned by Cammell, Laird & Company, have 
been purchased by Factory Owners, Limited, a 
recently-registered Nottingham company. The fac- 
tory, which covers about 13 acres, is at present being 
reconditioned. 

Davy Bros., Limitep, of Sheffield, have decided 
to erect a new heavy-machine bay at their Darnall 
works. This bay will be served by an 80-ton crane, 
and the extension is necessitated by the rapidly- 
increasing demands of the steel industry. The ex- 
tensions are being put in hand immediately. 

AT THE ANNUAL MEETING of the Derby Society of 
Engineers, Mr. F. Gudgeon read a Paper on ‘‘ Re- 
cent Foundry Developments,’’ in which he discussed 
recent developments in cast-iron treatment and 
foundry mechanisation. Mr. Gudgeon is the works 
manager of International Combustion, Limited, 
Derby. 

Ar THE Exuipition of English Domestic Metal- 
work, now being held at the Victoria and Albert 
Museum, one of the most interesting exhibits is a 
stove grate with a bronze front, lacquered brass and 
steel. The stove was desigued by Alfred Stevens, 
and made by Hoole & Company, Sheffield, about the 
middle of the 19th century. 

THE CALEDON SHIPBUILDING & ENGINEERING CoM- 
PANY, LimitepD, Dundee, have secured a contract 
from the Adelaide Steamship Company, Limited, of 
Australia, for two cargo steamers, each of 5,000 tons 
deadweight. ‘The machinery, consisting of triple- 
expansion engines, will be constructed by John G. 
Kincaid & Company, Limited, Greenock. 

Dorman, Lona & Company, LIMITED, are now 
operating 15 of the 30 blast furnaces in blast on the 
North-East Coast. They lighted up an additional 
furnace at their Cleveland works last week-end. 
This is producing basic iron, but it has enabled 
them to transfer another furnace to the production 
of hematite, so that there are now nine blast fur- 
naces on the East Coast producing hematite iron. 

REFERENCE WAS MADE by Mr. J. H. Houldsworth, 
chairman of the Coltness Iron Company, Limited, 
at the annual meeting in Glasgow, on April 9, to 
the considerable improvement in the profit compared 
with the previous year. The increase, which 
amounted to £34,000, was principally due, he said, 
to the higher selling price of coal and to better 


results in other departments of the company’s busi- 
vess. It is encouraging to know that at the present 
time the steel foundry is fully employed and that 
there is work for some months ahead. 

CONSEQUENT UPON THE recent arrangements be- 
tween Colvilles, Limited, and the Steel Company of 
Scotland, Limited, a number of directorial changes 
have taken place in Colvilles, Limited, and its allied 
concerns. Mr. G. P. West, formerly general mana- 
ger of Colvilles, has retired from the board of the 
Clyde Alloy Steel Company. Mr. James Colville 
and Mr, James McArthur, two company officials, 
have been elected directors. Mr. John Craig, Mr. 
Henry Lithgow and Dr. A. M’Cance have been 
elected to the board of the Steel Company of Scot- 
land, Limited, and Mr. F. E. Rebbeck (Harland & 
Wolff, Limited), Mr. H. Yates (Smith & McLean) 
and Mr. Thos. R. Craig have joined the board of 
Colvilles, Limited. 

ARRANGEMENTS HAVE BEEN MADE by the Birming- 
ham Aluminium Castings (1930) Company, Limited, 
to form a new subsidiary for the fabrication of 
light-metal products not now being produced by 
itself or its subsidiaries. Fresh capital is required. 
In view of the large interests already held by the 
company in subsidiaries and the further interest 
which is being acquired, the directors feel that it is 
desirable to form a holding company to take over 
its present shareholdings. The holding compan 
will be called Birmid Industries, Limited, and bot! 
shareholders in Birmingham Aluminium Castings 
will be invited to exchange every three shares for 
four Birmid ordinary, thus obtaining an increase 
of one share for every three now held. These pro- 
posals are in lieu of the alternative method of giving 
a share bonus in the Birmingham company and in- 
creasing the capital. 

Wu. Cumminc & Company, LimiTep, the well- 
known ironfounders’ facing manufacturers, of Glas- 
gow and elsewhere, have just installed at their head 
works, at Maryhill, a new plant which seems to 
have solved one of the great problems of grinding 
material, which is to produce a result of varying 
grists and at the same time vary the output of each 
grist in such a manner as to satisfy the demand in 
proportion, comparable with the requirements for 
each particular grade. For instance, should a larger 
proportion of, say, fine coal dust be desired, adjust- 
ments are made which produce that in the propor- 
tion required, while should some other of the five 
grists be required in larger proportions, similar 
arrangements can be made to produce the desired 
results. The plant seems to have been very in- 
geniously designed, and we are assured it is the 
work of the firm’s own engineering staff, whose ex- 
perience in this direction is possibly unique. It is 
certainly very interesting to watch powdered coal 
dust, which has been filled into the first hopper in 
lumps of anything up to 2-in. dia., pouring from 
five different outlets in varying proportions and 
grists, without being handled, or even seen, after 
the first feed. 


Company Reports 


Hadfields, Limited.—Net profit, after charging 
debenture interest and making provision for deprecia- 
tion, £116,694; preference dividend, £10,462; brought 
in, after deducting the arrears of preference divi- 
dend and the proportion of the writing down directed 
by the Court, £50,515; dividend at the rate of 
74 per cent., less tax, on the reduced ordinary share 
capital, £54,049; carried forward, £102,697. 

Churchill Machine Tool Company, Limited.—Net 
profit for 1935, including £17,000 transferred from 
debtors’ reserve, £51,406; brought in, £21,884; to 
reserve, £17,000; preference dividend at 6 per cent. 
for years 1930, 1931, 1932, 1933 and 1934 paid during 
1935, £26,756; dividend of 12 per cent. on prefer- 
ence shares proposed, £10,695; dividend of 12 per 
cent. on the ordinary shares, £6,003; carried 
forward, £12,835. 

Stewarts and Lloyds, Limited.—Preliminary state- 
ment shows that the profits, after providing for 
debenture interest and taxation, but before provid- 
ing for depreciation for the year 1935, amount (sub- 
ject to final audit) to £800,534. It is proposed to 
pay on the deferred shares a dividend of 1s. a share, 
or 5 per cent., for the year, and on the liaison 
deferred shares a dividend at the same rate rela- 
tively as the deferred shares. 
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Personal 


Mr. T. H. Haw ey, who for the past seven years 
has been foundry manager and representative ‘with 
J. & T. Boyd, Limited, of Shettleston, near Glasgow, 
has relinquished his position. 

Tue Lorp Mayor and Lady Mayoress of London 
(Sir Percy and Lady Vincent) will make a tour of 
the Vickers Works of the English Steel Corporation 
during their visit to Sheffield on June 29, on the 
occasion of the Forfeit Feast of the Cutlers’ 
Company. 

Mr. C. F. Bisxor has been appointed a director 
of Thos. W. Ward, Limited, of Sheffield. He has 
been long connected with the coke and mineral side 
of the business and is in charge of the road material 
activities. The company have also appointed Mr. J, 
Bussey, M.I.Struct.E., Mr. Arnold Carr, Mr. H. W. 
Secker and Mr. H. Vernon to be local directors. 

A DINNER was held at the Holborn Restaurant, 
London, recently, on the occasion of the retive- 
ment of Mr. T. U. Hill, London manager of 
the Carborundum Company, Limited, abrasive and 
refractory manufacturers, Trafford Park, Man- 
chester. Mr. Hill has been associated with the com- 
pany for 30 years. Presentations were made by the 
directors and also by the sales managers and London 
staff. 

OrFiciats and staff of the Coltness Iron Company, 
Limited, met in the Grosvenor Restaurant, Glasgow, 
last week to honour Mr. W. H. Telfer on the occa- 
sion of his retiral from the managing directorship of 
the company. Mr. Telfer has been appointed vice- 
chairman of the company and chairman of the War- 
wickshire Coal Company, Limited. He has been 
succeeded as managing director by Mr. D. J. Bary. 
Mr. A. M. Ritchie, general manager of Coltness Iron 
Company, presided over a large company at dinner. 


Obituary 


Mr. CuHarites Witson, founder of the firm of 
Charles Wilson, Limited, ironfounders, of Atlas 
Foundry, Sheffield, died on April 4 at the age of 
82 years. 

Mr. Witt1am Dean, who died recently at the age 
of 82, was until his retirement a foreman moulder at 
the Staveley works, where he had been employed for 
40 years. He was also at the Stanton Ironworks for 
16 years. 


Contracts Open 


London, S.E., April 24.—25-ton crane with electric 
hoist; one (or two) 15-ton cranes, hand-operated ; 
one pulley block, 15-ton, hand-operated, for the 
Director-General, India Store Department, Belvedere 
Road, Lambeth, London, 8.E.1. (Fee 5s., non- 
returnable. ) 

Ormskirk, April 25.—Electrical pumping plant, 
for the Urban District Council. Mr. J. Haydn 
Thomas, clerk, Council Offices, Ormskirk, Lancs. 
(Fee £3 3s., returnable.) 

Wellington, May 5.—Two-ton capacity hand- 
operated jib crane, for the New Zealand Government 
Public Works Department. The Department of 
Overseas Trade. (Reference T.Y. 30,023. ) 


Forthcoming Events 


APRIL 21. 

Institute of Welding, North-Eastern Branch :—Annual 
Meeting; a film will be shown, at the Institute of 
Mining and Mechanical Engineers, Neville Hall, West- 
gate Road, Newcastle-upon-Tyne, at 7 p.m. 


APRIL 24. 

Institution of Mechanical Engineers :—General Meeting; 
Second Report of the Welding Research Committee, at 
Storey’s Gate, St. James’s Park, London, 8.W.1. 

Chemical Engineering Group :—Annual Meeting, at Bur- 
lington House, London, W 


Institute of British Foundrymen 
APRIL 17. 

Middlesbrough Branch :—Annual Meeting, at the Cleveland 
Scientific and Technical Institute, Corporation Road, 
Middlesbrough, at 7.45 p.m. 

Sheffield Branch :—Annual Meeting; ‘“‘ Cast Iron,” Paper 
by W. Woodhouse, at the Grand Hotel, Sheffield, at 
7.30 p.m. 

West | of Yorkshire Branch :—‘ Oil Engine Cast- 
ings” (Third Series), Paper by H. E. Beardshaw, at 
the Technical College, Bradford, at 6.30 p.m. 
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Raw Material Markets 


Steel for shipbuilding, constructional and railway 
purposes is in heavy demand. The Admiralty is 
expected to place orders for five destroyers on the 
Clyde and four on the Tyne. If these contracts 
materialise the high rate of activity of the steel- 
works in the North will be still further assured 
over a considerable period. Prices of finished steel 
are likely to be raised in the near future, following 
the increasing costs of raw materials. 


Pig-lron 


MIDDLESBROUGH.—Consumers of pig-iron con- 
tinue to press the producers for supplies, but their 
requirements are not easily met while the steelworks 
are taking up such large tonnages. Supplies of iron 
from the Midlands are now on a reduced scale. 
When producers’ outputs allow a resumption of 
trade in normal volume it is generally anticipated 
that prices will be advanced. A premium of 5s. 
per ton is already indicated for deliveries after the 
end of June. Current quotations are on the basis 
of No. 3 Cleveland G.M.B. at 70s. per ton in the 
Middlesbrough or Falkirk areas, 72s. elsewhere on 
the North-East Coast and 73s. in Glasgow. 

There has been a further increase in the output 
of hematite in this area by the transference of a 
furnace, hitherto making basic, to the production 
of hematite iron. As a result, deliveries, which have 
fallen into arrears, are likely to be made on a more 
satisfactory scale. Contracts are now being arranged 
on the basis of the recently advanced prices, but 
it is expected that there will be a further rise in 
quotations after the end of July, owing to the 
greatly increased costs of production. The official 
figure for No. 1 East Coast hematite is 77s. per ton 
on the North-East Coast and in Scotland, with vary- 
ing increases for other areas. 


LANCASHIRE.—Deliveries of iron to Lancashire 
users during March were the most satisfactory for 
several years. Textile-machinery manufacture is the 
only branch of the foundry trade in this area whicli 
is not well employed. Other sections of the industry 
are all taking up large quantities of iron. Offers 
of Derbyshire and Staffordshire brands of No. 3 
foundry iron for delivery to Lancashire users are 
on the basis of 78s. per ton up to the end of June 
and 83s. after that date, Northants at 76s. 6d. and 
81s. 6d., and Derbyshire forge iron at 74s. and 79s. 
For delivery equal to Manchester Scottish foundry 
iron is quoted at around 89s. Business in this 
material is on a moderate scale. Supplies of West 
Coast hematite are scarce and prices are very firm 
at around 83s. 6d., delivered to Manchester users, 
with East Coast hematite at 84s. 6d. 


MIDLANDS.—Most users of foundry pig-iron in 
this area are well employed and are covered for sup- 
plies over several months. The _light-castings 
makers, the general engineering concerns and the 
jobbing founders are all taking up satisfactory ton- 
nages. The controlled quotations for Midland brands 
of foundry iron, including delivery to Birmingham 
and Black Country stations, are 72s. 6d. per ton 
for Northants No. 3 and 75s. for Derbyshire, Lin- 
colnshire and North Staffordshire No. 3. These 
prices are subject to a small sliding-scale rebate 
to large users. Ordinary foundry iron is still obtain- 
able, but stocks are low and stringent conditions 
may prevail in the course of the next month or 
so. Values of the better qualities of iron remain 
unchanged and the general engineering and motor 
concerns are taking up large tonnages. Medium- 
phosphorus iron is on offer at from 80s. to 87s. 6d., 
and low-phosphorus from 92s. 6d. to 100s., while 
refined iron ranges from £6 10s. to £7 15s. per ton, 
delivered this district. Prices of hematite have only 
been fixed till the end of July and any business 
that is arranged for delivery after that period will 
be at the values in force at the time of delivery. 
As a result forward business is not viewed with 
favour. Current Association quotations delivered 
Birmingham and Midland stations are £4 8s. 6d. for 
mixed numbers of West Coast hematite and 
£4 7s. 6d. for East Coast No. 3, while Welsh mixed 
numbers are £4 7s. An extra 1s. 5d. per ton is 
charged for delivery into Midland works. 


SCOTLAND.—Firm conditions continue to prevail 
in this area and iron is going into consumption on 
a good scale. The official minimum price of 79s. for 
No. 3 foundry at furnaces, with 2s. 6d. per ton 
extra for No. 1 remains unchanged. The light- 
castings manufacturers are still complaining of their 


inability to secure supplies of Middlesbrough iron. 
Prices are unaltered, No. 3 Middlesbrough iron being 
70s. f.o.t. Falkirk and 73s. f.o.t. Glasgow. The 
value of other English foundry iron is nominally 
ls. 3d. per ton less than the foregoing figures, but 
business has been transacted at a much higher level. 
The steelmakers remain fully active. The price of 


basic iron remains at 70s., less 5s. rebate. Hematite 
is quoted at 77s. 
Coke 
Firm conditions prevail in the foundry coke 


market and prices are not expected to be lowered 
for several months. On the contrary, the demand 
is such that, if anything, increased values will rule. 
For delivery in the Birmingham district best Durham 
coke is quoted from 41s. 6d. to 48s., while Welsh 
coke varies from 38s. 6d. up to 50s. per ton. 


Steel 


The Easter vacation was made as short as possible 
at most of the steelworks and they are again working 
to capacity. Their current output is fully absorbed 
and stocks are low. Business in the semi-finished 
market is active and the replacement of expired con- 
tracts is sometimes difficult. Finished steel is also 
well taken up and little surplus material is avail- 
able after consumers’ requirements have been satis- 
fied. Deliveries are fairly well maintained, but some 
inconvenience has been caused to consumers by the 
shortage of rolling stock. 


Scrap 


Most of the works in the Cleveland area are well 
employed and work was continued during the holi- 
day period. Good, heavy, melting steel remains at 
57s. 6d. per ton at the works, while a steady demand 
exists for good machinery cast-iron scrap at the 
unchanged price of 65s. Ordinary heavy foundry 
metal ranges from 60s. to 62s. 6d. The demand for 
all qualities of scrap on the Midlands market is 
maintained on a steady level. Good, heavy, wrought 
iron is at 67s. 6d. to 70s., while short, heavy, steel 
scrap, as used in the foundries, is at 65s. to 67s. 6d., 
this price being paid for good-sized parcels. Heavy 
machinery metal in cupola sizes is at 67s. 6d. to 
70s., good heavy at 60s., and clean light at 52s. 6d. 
to 55s. per ton delivered works. Supplies of scrap 
on the Scottish market are moving into consumption 
more freely and most qualities are obtainable with- 
out delay. Prices remain very firm. Heavy, mild- 
steel melting scrap is unchanged at 57s. 6d., with 
heavy basic or heavy iron and steel scrap mixed, 
all in furnace sizes, at 52s. 6d. Wrought-iron piling 
scrap remains at 70s., with 2s. 6d. to 3s. 6d. extra 
for special quality. Heavy machinery cast-iron 
scrap, in pieces not exceeding 1 cwt. is at 70s. to 
72s. 6d., and ordinary cast iron, to the same speci- 
fication, is around 67s. 6d. per ton, delivered f.o.t. 
consumers’ works. 


Metals 


Copper.—In spite of the expected slackening in 
demand due to the Easter recess, the tone of this 
market has been quite good during the past week. 
Steady conditions are likely to continue over the 
next week or two. In the United States the ques- 
tion of prices has caused concern for a considerable 
period, but it is now settled and this week has seen 
the last sale of copper at 94 cents a pound. There 
will now be only one price—9} cents. On behalf 
of the copper-producing companies operating under 
the restriction scheme, it is now officially announced 
that the arrangements for copper production and 
marketing agreed upon in New York during March, 
1935, have been renewed. 

Daily market prices :— 

Cash.—Wednesday, £36 13s. 9d. to £36 16s. 3d. ; 
Thursday, £36 17s. 6d. to £36 18s. 9d.; Tuesday. 
£37 3s. 9d. to £37 5s.; Wednesday, £37 3s. 9d. to 
£37 5s. 

Three Months.—Wednesday, £37 to £37 2s. 6d. ; 
Thursday, £37 3s. 9d. to £37 5s.; Tuesday, £37 10s. 
to £37 lls. 3d.; Wednesday, £37 10s. to £37 11s. 3d. 
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Tin.—Prices have eased and buying has been on 
a low scale. Consumption is maintained at a satis. 
factory rate. Business in the United States is fairly 
substantial. 

Metal Exchange quotations were as follow :— 

Cash.—Wednesday, £211 to £211 5s.; Thursday, 
£210 10s. to £211; Tuesday, £210 10s. to £210 lis. ; 
Wednesday, £209 10s. to £209 15s. 

Three Months.—Wednesday, £203 1ds. to £204; 
Thursday, £203 15s. to £204; Tuesday, £204 to 
£204 5s.; Wednesday, £203 15s. to £204. 

Speiter. — Little activity has been seen in this 
market recently and the outlook remains obscure, 
Confidence seems to have left the market and con. 
sumers, with the exception of the brass-making 
concerns, are not entering the market for substantia! 
tonnages. 

Official quotations were as follow :— 

Ordinary.—Wednesday, £15 3s. 9d.; Thursday, 
£15 2s. 6d.; Tuesday, £15 2s. 6d.; Wednesday, 
£15 1s. 3d. 

Lead.—Featureless conditions have prevailed in 
this market recently and buying is on a low scale. 
However, now that the Easter holidays have passed 
the European building season should soon be in full 
swing and the demand for pipes and sheets is 
expected to be heavy. Producers in the United 
States are well booked for some time ahead. 

Day-to-day quotations :— 

Soft Foreign (Prompt).—Wednesday, £15 18s. 9d. ; 
Thursday, £15 18s. 9d.; Tuesday, £16 1s. 3d. ; Wed- 
nesday, £16. 


Correspondence 


[We accept no responsibility for the statements made 
or the opinions expressed by our correspondents.} 


The East Anglian Section 
To the Editor of Tae Founpry TraDE JOURNAL. 


S1r,—I read with very great interest the report 
published in THe Founpry TraDE JouRNAL issue 
of April 2 concerning the recent inaugural meet- 
ing, which took place in Ipswich, with a view to 
forming an East Anglian Section of the Institute 
of British Foundrymen. 

I regretted very much being unable to attend 
the meeting owing to indisposition, but should 
like to say that I think there is every chance 
of forming a very successful section in this area, 
and that it will have the unqualified support of 
my company, in addition to my personal help as 
far as ever possible. 

As you point out in one of your leaders, 
“Complete Coverage,’ published in the san» 
issue, there are ample foundries in this district 
to ensure the success of the new Branch if only 
each foundry will add its quota, however small. 

I must say that I have been very pleasantly 
surprised at the enthusiasm displayed by various 
members of the foundry staff of my company 
when they were approached in this matter, and 
I am sure that if the management of firms 
operating foundries in the district approached 
particularly the younger members of their tech- 
nical staff they would meet with the same 
enthusiastic response. 

Everything has to have a small beginning, and 
your reference in the leader to the small audience 
which attended the Birmingham Branch on occa- 
sions some 15 years ago bears this out, for to-day 
the Birmingham Branch is possibly second only 
in strength of members, and it is known that 
most of their meetings are very well attended.— 
Yours, etc., 

H. H. SHEerHerp, 
Chief Metallurgist. 

Crane, Limited, 

Ipswich. 


New Company 


(From the Register compiled by Jordan & Sons, 


Limited, Company Registration Agents, 116 to 118, 
Chancery Lane, London, W.C.2.) 

Israel Newton & Sons, Limited, Summerley Works, 
Idle, Bradford.—Nominal capital £5,000. Tron- 
masters and founders, etc. Directors: H. Newton 
and W. Newton. 
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OU see there are many 
good Iron Founders in the 
Midlands, and in the South for 
that matter, who have a secret 
yearning to mould again with a 
genuine Scottish Rock Sand, suchas 
perhaps they have once been used 
to. They like the heavy bond, 
the coarse grains, the high per- 
meability . . Others have never 


known such luxuries. 


The trouble comes from not 
being able to move large chunks 
of mother-earth down South from 
the banks and braes without the 
penalty of spending a lot of 
money—a deplorable thought ! 


But the merrily tapping of way- 
side rocks with our little geological 
hammers and our love of digging 
holes have taken effect. We've 
discovered nature’s bounty in a 
natural rock moulding sand 
within easy reach of the Midlands. 
(EUREKA!) 


It is christened Tor Rock Sand, and 
we baptize it with just enough 
water in a painstaking mill to 
give a wonderfully plastic, coarse, 
cohesive sand—a moulder’s delight. 


The scientific fellows say it’s like 
this :— 
CHEMICAL ANALYSIS. 


Silica oe 86°8 % 
Ferric Oxide 1°43% 
Alumina .. 76 % 
Lime oe "22% 
Magnesia .. "18% 
Titanic Oxide .. 
Alkalies .. 18% 
Loss on ignition .. a 16 % 


MECHANICAL ANALYSIS. 


Very Coarse Sand (+ 1 mm) oo 16°S% 
Coarse Sand (+°5mm-—imm) .. 16°0% 
Medium Sand (+ *25mm —‘5mm) 11°0% 
Fine Sand (+‘1mm—‘25mm) .. 30°0% 
Silt Grade (+°Olmm—‘imm) .. 7°0% 
Clay Grade (— *01 mm) 19°5% 


which doesn’t explain everything, 
but we will if you will write 
to us. 


GENERAL 


REFRACTORIES 


LIMITED 
Genefax House, Sheffield 


Telephone: Sheffield 31113 (6 lines). 
Telegrams: Genefax, Sheffield.”” 

LONDON OFFICE : SCOTTISH OFFICE : 
Russell House, 156, St. Vincent Street, 
Adelphi, W.C.2. Glasgow. 

Telephone: : 5250 
Temple Bar 7361. 
Telegrams: Telegrams : 
“ Genefax, Rand-London.’"’ Genefax, Glasgow."’ 


SOUTH WALES OFFICE : 


11, Wind Street 
Swansea. 


Telephone : 3680. 
Telegrams : 
** Genefax, Swansea.’ 


and Branch Offices, Works and Agencies throughout 
the world. 
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RAW MATERIALS—PRICE LIST 
(Wednesday, April 15, 1936) 


COPPER P eaten 4/6 1b. M PIG-IRON PHOSPHOR 
8. d. f, carbon- as . Mo. Per Ib. 
Standard cash 37 3 9 Ferro-titanium— N.E. Coast (d/d Tees-side area)— Strip .. < ‘nee 
Three months... 37 10 0 20/25% carbon-free .. _Sd.lb. FoundryNo.1 .. 72/6 Sheet to 10 w 
Electrolytic 4110 0 Ferro-phosphorus, 20/25% .. £21 0 0 a No.3... se 70/- Wire .. ne =< 121d. 
Tough 39 15 0 to £22 0 0 » Falkirk 11id. 
40 5 0 Ferro-tungsten— at Glasgow 73/- Tubes .. 14d 
Sheets 68 0 0 80/85% 3/- Ib. .69/- Castings 12 
India 50 15 0 Tungsten metal powder— Forge No, 4 - a 69/- Delivery 3 cwt. free. 
Wire bars .. 4115 0 98/99% ms 3/3 Ib. Hematite No.1 .. Rr 77/- 10% phos. cop. £30 above B.S. 
Ingot bars .. 4115 0 Ferro- chrome— Hematite M/Nos. .. re 76/6 15% phos. cop. £35 above B.S. 
H.C. wire rods 2/4% car. .. 338 0 0 Phosphor tin (5%) £30 above 
Off. av. cash, Mar. - 361 5 4/6% car. .. a -- 2115 0 ww. Coast— price of English ingots. 
Do., 3 mths. Mar, .. 36 8 6/8% car. .. 210 0 C. & Son, Liwrrgp. 
Do., Sttlmnt.,Mar. .. 36 1 3 8/10% car. 21.0 0 Hem. M/Nos. d/d Glas. .. 77/- 
Do., Electro, Mar. |. 40 8 63} Ferro-chrome— d/dBirm. .. 88/6 NICKEL SILVER, &c. 
Do. BS. Mar... .. 40 0 31 Max.2% car. .. .. 3310 0 Maileable iron d/d Birm. 119/- Per Ib. 
Do., wire bars, Mar. .. 40 12 7,4, Max. 1% car. ae .. 35 0 Ingots for raising . Tee 
Solid drawn tubes 10}d. Max. 0.70% car. .. 37 5 Midiands (d/d dist.)— Rolled— 
Brazed tubes 10$d. 70% carbon-free .. O§d. Ib. Staffs No. 4 forge .. 71/- To 9in.wide .. l/l to 1/7 
Wire Nickel—99.5/100% .. £200 to £205 . To 12 in. wide .. 1/1} to 1/74 
“F” nickel .. . 0 0 Northants forge .. 68/6 To 15 in. wide .._ 1/14 to 1/74 
BRASS Ferro-cobalt, 98/99% 5/6 to 5/9 Ib. rs fdry. No. 3 od 72/6 To 18 in. wide oe 1/2 to 1/8 
Solid drawn tubes 93d, Metallic chromium— fdry.No.1.. 75/6 To 31 in. wide 1/34 to 1/8 
Brazed tubes 96/98% .. 2/5 Ib. Derbyshire forge .. 71/- To 25 in. wide 1/3 to 1/9 
Rods, drawn Ferro-manganese (net) — dry.No.3 .. 75/- Ingots for spoons and forks 7d. to 1/3} 
Rods, extd. orrlid. .. .. 6d.  76/80% loose £11 5 Otoll 15 0 »  fdry, No.1. 78/- Ingots rolled to spoon size 10d. to 1/64 
Sheets to 10 w.g 76/80% packed £12 5 Otol2 15 0 Wire round— 
Wire Tad. 76/80% export (nom.) £10 5 and to 10g. -. 1/4} to 1/1} 
Rolled metal .. ‘4d. Metallic manganese— eotland— with extras ‘according to gauge. 
Yellow metal 94/96% carbon-free 1/3 lb. 81/6 Special 5ths quality turning rods in 
Do. 4 x 4 Squares 53d Per ton unless otherwise stated. No. 3, 79/- straight 1/34 upwards. 
Do. 4x =... Mon, AMERICAN IRON AND STEEL 
TIN HIGH-SPEED TOOL STEEL Sheffield (d/d district) — 
Standard cash 209 10 0 Finished bars 14% tungsten Qs. Od. Derby forge “- “* 68/6 No. 2 foundry, Phila. oe oe 21 | 
Three months Finished bars, 188 2s. 9d.  fdry. No. 3 72/6 No. 2 foundry, Valley . 19.50 
English ee = Per Ib. net d/d buyers’ works Lincs No.3 ee 72/6 2 Birm. .. ee 
Bars.. ras , ” .. asic, Valle 00 
Straits 210 0 0 —- and squares, 3 in. W.C. hematite oe oo 90/- Malleable, Valley os i 19.50 
Australian 308 10 0 and over i ; 4d. lb Grey forge, Valley .. -- 19.00 
207 17 6 ies : Ferro-mang. 80%, seaboard .. 75.00 
210 0 0 Rounds and squares, under O.-h. rails, h’ at mill 36.37} 
Off. av. cash, Mar. tin.togin. 3d. Ib. Derby fdry. No. 3 78/-  Binets 
4 Do., under } in. to 4 in. 1/- lb. Staffs fdry. No. 3 . ns 78/- , 
FADo., 3 mths., Mar. 204 14 813 Flats, }in. x } in. to under North N. Sheet bars 28.00 
Do., Sttimt., Mar. 213-52), orthants fdry. No. 76/6 Wirerods .. .. .. 38.00 
o., under 4in. X in. .. - lb. Dalzell, No. 3 (special) 102/6 to 105/- 
SPELTER Bevels of sizes Glengarnock, Tron 1.80 
i 1 and sections 6d. Ib. Clyde, No. 3 Steel ba: 1.85 
Remelted . 13 0 0 Bars cut to length, 10% extra, Monkland, No.3... goj- Tank plates 1.80 
12 0 0 Summerlee, No, 3 89/- ate, 
Electro 99.9 17:5 Eglinton, No.3... 89/- 210 
SCRAP Gartsherrie, No. 3 80/- black, No. 24 
Zinc dust . 19 10 0 South Wales— £sd £58. d. Sheets, galv., No. 24 3.10 
Zinc ashes . Heavy steel 3 5 Oto3 6 6 Wire nails 2.10 
Off. aver., Mar. .. -» 16 1 83g Mixed iron and Plain wire 2.30 
Aver. spot, Mar. .. -- WO Ty steel ee 3 0 Oto3 1 0 FINISHED IRON AND STEEL Barbed wire, galv. a 2.50 
Heavy castiron .. oe Tinplates, 100-Ib. box . $5.25 
LEAD Good machinery .. .. 8 5 Q Usual district deliveries for iron ; delivered 
Soft f 16 0 0 consumer’s station for steel. COKE (at ovens) 
Empire (nom 1616 Cleveland— Iron— £s.d. £8. d. Welshfoundry .. ..  25/- to 30/- 
Heavy steel . Bars (cr.) .. & » furnace ..  20/-to 21/- 
Off. ‘Mar. Steel turnings os Nut and bolt iron 8 10 0to9 0 © Durham foundry to 24/6 
Average spot, Mar. .. 1612 Heavy castiron 3 0 Oto3 2 6 Hoops 1l 0 0 and up. furnace 21)- 
Heavy machinery .. Marked here (Staffs) fot. 1210 0 Scotland, foundry 30/- 
ALUMINIUM Gasstrip .. 11 0 and up. furnace to 26/- 
ni Bolts and nuts, x 4 in. 
ve sorap 212 6to215 0 f.o.b. Bristol Channel ports. 
Sheet and foil - 1/2 to 1/4 lb. Heavy” wrought Steel— 1.C. cokes 20 x 14 per box iM 
iron 3 Plates, ship, etc. 815 Oto817 6 28x20 37 
ZING SHEETS, Se. Steel turnings .. .. 2 2 6 Boiler pits. 9 5 0t09 7 6 » 20x10 ,, 
Zinc sheets, English 23 0 0 Chequer ass 183x14__,, 19/6 
Do., V.M. ex-whse. © Scotland— Angles . 20x14 + 15/9 to 16/3 
Rods 27:10 0 Heavy steel 217 6 Tees 9 7 6 28x20» 34/3 
Ordinary cast iron Joists 815 0 20x10 23/- 
ANTIMONY Engineers’ turnings 236 and squares 3 in. ” 18$x14_,, 15/9 to 16/- 
Cast-iron borings 117 6tol 18 6 to 54 in... 
Crude, c.i.f.. 3110 0 Heavy machinery .. 310 0 (Untested) . 9 1 0 Pig-iron .. £6 0 Otto £7 0 0 
Flats—8 in. wide and over 8 12 6 
London—Merchants’ bu ices, » under 8in.andover5in. 817 6 asis ahi to 
: Caen delivered yard ™ Rails, heavy 8 5 Oto 810 O Bars and nail- 
Quicksilver 12 0 Oto 1211 0 Copper (clean) .. 3000 Fishplates .. 1210 0 rods, rolled, 
Brass 6 O Hoops (Staffs) 916 0 basis £16 16 to 
FERRO-ALLOYS AND Lead (less usual draft "! 15 0 0 Black sheets, 24g, (dt. lots) 1110 0 Blooms .. £10 0 0 to £12 0 0 
STEEL-MAKING METALS Tea lead. .. 110 0  Galv.cor.shts. ( ,, ) 1310 0 Kegsteel .. £30 0 0 to £31 0 0 
Ferro-silicon— Zinc 10 0 0 Galv. flat shts. ( ) 14 : 0 Faggot steel £18 0 0 to £23 0 0 
25% oe oe i. ae © New aluminium cuttings. . 76 0 0 Galv. fencing wire, 8g. ‘plain 15 0 Bars and rods 
45/50% .. ws a5 aoe 0 Braziery copper .. a eo Billets, soft. . 517 6 is up. dead soft, st’l1£10 0 0 to £12 0 9 
15% 6 Gunmetal .. Billets, hard ‘617 6to7 2 6 All per English ton, f.o.b. Gothenburg 
Ferro-vanadium— Hollow pewter .. .. 160 0 0 Sheet bars .. 6 0 O0t0o6 5 0 [Subject to an exchange basis of 
35/50% .. a -- 12/8 lb. Va. Shaped black pewter .. 120 0 0 Tin bars... 6 0 O0t0o6 5 0 Kr. 18.16 to £1.] 
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DAILY FLUCTUATIONS Standard Tin (cash) Spelter (ordinary) Zine Sheets (English) 
Standard Copper (cash) £ 8s. d. £ 8. d. £ os. d. 
£ 6d April 8 .. 211 0 Odec.  30)- April 8 .. 15 3 9 dec. 3/9 April 8 .. 2215 0 dee. 5/- 
April 8 .. 3613 9 ine. 1/3 10/- 1/3 » 9 .. 2215 ONo change 
3/9 » 14 .. 21010 0 No change » 14 .. 15 2 6 No change » 14 .. 23 0 O inc. 5/- 
oF 6/3 » 15 .. 20910 Odec. 20/- BYE » 15 .. 23 0 ONo change 
15 .. 37 3 9 No change 


Electrolytic Copper Tin (English ingots) Spelter (Electro, 99.9 per cent.) Lead (English) 
Zs. 4. «a 4. 4, £s. d 
April 8 .. 41 0 0 ine. 5/- April 8 .. 211 0 Odec. 35/- April 8 .. 17 6 3 dec. 3/9 April 8 .. 18 0 O dec. 5/- 
» 9 .. 41 0 ONo change » 9 81010 O ,, 10/- 1/3 » 9 .. 18 0 ONo change 
4 5/- » 14... 21010 0 change » 14 .. 17 5 ONo change ! 


PRICES OF WEST COAST HEMATITE MIXED NUMBERS DELIVERED SHEFFIELD 


Year Jan. Feb. March April May | June July Aug. Sept. Oct. | Nov. Dec. ane y 
a s. d. 8. d. 8. d. 8. d, 8. d. ¢ a 4. 8. d. 8. 8. d. 8s. d. 8. d. 

1897 ee 61 2 49 10 5 47 4 47 9% 48 6 47 0 47 3. 47 3 47 0 48 34 47 11 48 2 
1898 e v 48 10 49 4 49 8} 50 10 50 61 0 62 56 53 11 565 8 67 3 56 10 62 14 
1899 ee 69 1 59 9 67 7 59 6 64 7 70 1 76 7: 72 2 3 75 0 78 #1 73 3 68 56 
1900 oe 75 3 76 10 79 10 84 6 81 4 79 1 83 4 81 5 79 11 76 10 77 68 4 78 8 
1901 ee 2 59 0 57 st 57 64 67 8 57 4 67 8 61 0 04 59 9 68 7 56 7 68 7% 
1902 ee 56 1 57 9b 59 59 9 59 103 60 0 60 0 60 8} 61 5 61 2 59 3 59 0 59 6 
1903 oe 5 68 8 61 1 69 5 57 10 57 3 56 7 56 3 55 9 5468 62 4 62 4 66 
1904 oe 62 8 63 1 53 7 54 69 64 2 63 2 52 9 62 56 62 2 62 7 63 1 65 11 53 
1905 oé 67 9 56 9 68 1 68 2 566 4 55 8 55 5s 56 7 61 0 68 9 69 9 70 11 60 
1006 70 4 65 63 44 63 9 64 5 64 6 64 66 67 (3 69 72 4 78 67 («+56 
1907 ee 77: 72 11 71 10 79 OF 76 77 9 78 «4 75 11 72 68 6 66 7 4 4 
1908 oe 62 7 69 1 61 64 61 6) 61 4 69 1 57 9b 56 11 60 2 69 2 58 67 7 59 7. 
1909 oe 61 4 56 6 55 8 566 1 56 4 67 0 56 8 68 0 61 0 61 ot 60 7 61 4 68 (i 
1910 st] 64 (OF 64 3} 66 10} 67 63 66 28 65 4 64 43 65 68 65 2 64 1 64 6 65 6 65 
1911 ee 66 9 66 1 64 10 63 1 62 1 62 0 61 2 62 2 62 1 61 1 61 10 64 °«0 63 1 
1912 ee 67 0 67 0 67 0 69 3 71 72 11 75 OF 79 «1 82 2 85 0 85 3% 86 6 75 
10913 oe 86 6 86 6 86 3 85 0 83 80 10% 7% #1 76 1 72 6 71 0 68 0 65 3 78 
1914 ee 6 65 44 65 6 64 11; 64 24° 64 0 64 0 68 11 74 6 71 0 65 ot 69 66 1 
1915 oe 7 9 100 6 103 1 113 6 1l1l 9 114 0 116 3 115 113 121 1s 131 139 118 3 
1916 e+} 185 O 185 0 133 4 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 129 2 
1917 oo] Bae S 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 
1918 e-| 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 127 6 
1919 ool 27 6 127 6 127 6 127 6 180 6 184 3 195 4} 204 6 204 6 204 6 204 6 204 6 174 7 
1 e-| 224 9 235 O 245 0 275 0 290 0 206 0 205 0 205 0 295 0 295 0 206 0 280 0 284 11 
1921 +} 268 4 228 4 180 0 180 0 180 0 160 0 160 0 157 6 142 0 128 6 121 0 116 6 167 
1922 «+| 125 O 117 6 115 0 115 0 115 0 115 0 113 at 104 0 105 0 105 0 106 3 110 0 112 
1928 oe} I 02 116 52 1383 wii 138 3% 1384 2 125 0 115 7 lll 9 110 0 110 0 118 11 116 0 119 
1024 ° eo} 115 O 1156 0 114 4 112 6 112 6 112 6 lll 0 110 0 110 0 105 4} 102 6 102 6 110 
1925 e e+} 102 6 102 6 100 0 98 6 97 6 95 1% 92 6 90 6 88 3 87 0 88 1¢ 88 9% o4 
1926 90 1 90 89 89 0 89 0 89 0 90 ot 91 97 91 0 
1927 95 4 956 6 96 6 95 6 9 3 460 92 1 91 6 90 6 90 6 90 6 89 6 93 1h 
1928 85 0 85 3 85 56 85 0 85 3 84 9 84 0 83 9 84 0 84 (0 83 1 82 6 a4 4 
1929 ee 82 103 83 6 85 0 86 9 87 0 87 0 87 3 87 2 87 6 89 6 89 6 89 103 86 11 
1930 ae 91 6 91 6 91 6 90 0 89 7% 88 0 87 7% 86 6 86 6 86 6 86 6 86 6 88 6) 
1931 86 6 6 84 6 84 6 84 6 82 6 82 6 81 6 81 6 83 6 83 6 83 6 83 7 
1932 88 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 
1933 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 
1934 sa 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 83 6 
1935 ‘ 838 6 83 6 83 6 83 6 88 6 83 6 85 4} 86 0 86 0 86 0 86 0 86 0 84 8 


* No prices available. 


WILLIAM JACKS COMPANY, 


WINCHESTER HOUSE, OLD BROAD ST., LONDON, E.C.2. 


CLARENCE CHAMBERS, 39, CORPORATION STREET, BIRMINGHAM. 
13, RUMFORD STREET, LIVERPOOL. 


PIG IRON 


All grades FOUNDRY, HEMATITE, BASIC, SPECIALS, &c. 


NON-FERROUS METALS 


COPPER, TIN, LEAD, SPELTER, ANTIMONY, CHROME ORE. 


CENTRAL CHAMBERS, ZETLAND ROAD, 
3, HOPE ST., GLASGOW, MIDDLESBROUGH. 


= 15 
1144. 
121d, 
11}d, 
124d, 
1/ 7 
1/74 
1/74 
1/8 
1/8} 
1/9 
to 1/3 
1/1} 
a 
ods in a 
is, 
EL 
tated. 
Dols. 
21.31 
19.50 
15.50 
19.00 
19.50 
19.00 
36.37} 
28.00 
28.00 
a 
on 
rT 
18/9 
37/6 
27/- 
16) 
6 
‘ 
an mE 
610 0 an 
an 
6 0 
2 0 
3 0 
mnburg 
is of 


FOUNDRY TRADE JOURNAL Aprit 16, 1936 
Notice MACHINERY—Continued MISCELLANEOUS 
FOR SALE. OR SALE.—One 4-ton Foster Steel Tipping 


Small Advertisements in this section of the 
Journal are accepted at the prepaid rate 
of Gd. per line, first line in capitals 
counting two, average & words per line. 
Minimum charge for one insertion 3/- 

(A remittance should accompany instructions.) 


SITUATIONS VACANT AND WANTED 


METALLURGIST, age 37, first-class train- 

ing and experience in steel and iron 
foundry work; special alloyed steels and iron 
manufactured by the high-frequency induction, 
electric-arc and Bessemer furnaces; analysis, 
metallography, heat-treatment ; up-to-date mass- 
production methods; 12 years’ Continental ex- 
perience ‘and organisation; fluent French; 
requires post with scope for advancement.—Box 
654, Offices of Tue Founpry Trape JOURNAL, 
49, Wellington Street, Strand, London, W.C.2. 


FrouN DRY Manager wanted, with experience 

of modern methods of cupola practice and 
knowledge of the mixing of hematite irons and 
steels for the manufacture of white-heart malle- 
able-iron castings. Only men with practical 
knowledge entertained. State age, wages and 
experience.—Box 676, Offices of Tue Founpry 
TRaDE JourRNAL, 49, Wellington Street, Strand, 
London, W.C.2. 


FrOUNDRY Engineer with modern experience 

required as Assistant to Foundry Manager 
of large ferrous and non-ferrous foundry on 
North-East Coast. Age 25 to 35. Modern 
machine-shop experience and sales estimating 
desirable. Apply stating age, experience, and 
salary required, to Box 674, Offices of THE 
Founpry Journat, 49, Wellington 
Street, Strand, London, W.C.2. 


EMPLOYMENT REGISTER. 
Conducted by the Institute of British Foundry- 
men by of the proprietors of THe 

Founpry TRADE JOURNAL. 


Co mce should be addressed to the 
General Secretary, Institute of British Foundry- 
men, St John Street Chambers, Deansgate, 
Manchester, from whom full particulars can be 
obtained of this service. ; 

Any employer wishing to communicate with a 
candidate should write to the General Secretary, 
quoting identification number. 


OREMAN Patternmaker seeks position ; 

wide experience in motor trade, aero work 

and general engineering. Good —— experi- 

ence and capable organiser. xcellent 
credentials. (271) 


OSITION required as Foreman or in similar 
capacity by Moulder with first-class ex- 
perience in stove, grate and general light- 
castings work, also general engineering castings, 
including machine-moulding. echnically 
trained. Teaching experience. (274) 


ASSISTANT Foundry Manager desires 
re-engagement. Has had charge of 
mechanised plant, also general foundry experi- 
ence. Cupola control. Sound technical iar 

5 


MACHINERY 


** Prosama’’’ Sand Thrower by Cole- 
man; motor, 3-phase, 50 cycles. 
One Adaptable Hand-Squeeze Moulding 
Machine. 
Two Denbigh Hand Jolters, No. 1 ‘‘ Marvel.’’ 
Four No. 0 Britannia Pneumatic Jolters. 
Six Mumford-type Pneumatic Plain Jolters ; 
table 15 in. by 20 in. 
Two ditto; table 12 in. by 12 in. 


S.C. BILSBY, 4M.1.C.£., AM.LE.E., 


CROSSWELLS ROAD (Adjoining Railway 


Crossing), LANGLEY, Nr. Birmingham. 
*Phone: Broadwell 1359. 


NEW Dwarf Cupola, to melt 10 to 15 cwts. 
per hr. New Worm-geared Ladles, 5 tons, 
25 cwts., 15 cwts. and 10 cwts. capacity. 
Ungeared Ladles, 15 cwts. and 10 cwts. 
capacity. Improved Cupola Spark Arresters.— 
T. Davizs & Son, West Gorton, Manchester. 


Tilghman Sandblast Barrel Plants; barrel 

sizes—60 in. x 40 in.; 36 in. x 20 in.; 20 in. x 
30 in. 
Tilghman Sandblast Cabinet Plants; 4 ft. 6 in. 
and 3 ft. 6 in. square (one for high pressure 
= Ibs. per sq. in.); also small Cabinet 30 in. 
ia. 

All complete with Air Compressors, etc. 

Pneulec Royer Sand Thrower, size No. 1. 

Six Osborne Pneumatic Jolt Press Moulding 
Machines, size 75J. 

Three Mumford Yoke Headpress Pneumatic 
Moulding Machines. 

Two Herbert Whizzer Sand Disintegrators. 

Two Brealey Type ditto. 

Heavy Double-ended Grinding Machines by 
Rowlands, Luke & Spencer, etc. 

Hand Moulding Machines by Adaptable 
Darling & Sellars, Pridmore, Samuelson, etc. 

500 Electric Motors, Dynamos, Rotary Con- 
verters, etc. 


S.C. BILSBY, a.M.1.¢.£., A.M.LE.E. 


CROSSWELLS ROAD (Adjoining Railway 
Crossing), LANGLEY, Nr. Birmingham. 
*Phone: Broadwell 1359. 


THO® W. WARD LTD. 


No. 16 ‘Blanchard’? Vert. SURFACE 
GRINDER; cap. 30” dia. x 12” high; 25” dia. 
Mag. ; Chuck for 110 v. d.c. 

PUNCHING AND SHEARING MaA- 
CHINE; 4” through %” to punch; shear 3”, 
— gap 8”; F. & L. pulley drive, 15” x 34” 
ace. 

LANCS. BOILER; 30’ x 7’ 6”; 150 lbs. w.p. 

Number of SAFES, all sizes. 


Write for ‘‘ Albion”’ Catalogue. 
‘Grams : “‘ Forward.’’ "Phone : 23001 (10 lines). 
ALBION WORKS, SHEFFIELD. 


Ladle, top and bottom pourer. One Evans 
3-ton Tipping Ladle, 42 in. deep, 37 in. tapering 
to 29 in. dia. Bogey for carrying ladles suitable 
for track 2 ft. 6 in. between rails.—Apply : 
E. Hinp, Imperial Works, South Bank-on-Tees. 


SELECT YOUR MACHINE 
FROM THE 


LARGEST 


STOCK OF HIGH-CLASS 
SECONDHAND 


MOULDING 


MACHINES 
IN THE WORLD 


Practical Advice Free 


THE COLEMAN FOUNDRY EQUIPMENT C°L*? 
156, STRAND, LONDON, W.C.2. 


WHEN THINKING OF 


SANDBLAST 


THINK OF 


RICHARDSON’S 


Established 1887. 


We Supply Re-Conditioned & New 


SAND BLAST PLANTS 


AND 


AIR COMPRESSORS. 


Tilghman’s, Room, Barrel, Chamber, 
Rotary Table, Dust Arrester, and 


Continuous Feed Barrel Plants. 


Phone: MIDLAND 2281. 
Grams: SANDBLAST, B’HAM.” 


| R. J. RICHARDSON & SONS, Lid., 


Commercial Street, Birmingham. 


GECOND-HAND Foundry Cupola, 4 ft. 6 in. 

dia., 5-6 tons per hr., complete with motor- 
driven fan; motor 400 volts, 3-phase, 50 cycles, 
and pipes. Cheap to quick buyer.—E. A. 
Roper & Co., Airedale Buildings, North Street, 
Keighley. 


OR SALE.—Three ‘‘ Ajax’? No. 9 Turn- 
over Moulding Machines and one “‘ Ajax ”’ 
Stripping-Plate oulding Machine with 
vibrator, complete with all accessories. Can be 
seen under working conditions. Price £50 each. 
—TnHomas Broapsent & Sons, Limrrep, 


Huddersfield. 


"Phone: 287 SLOUGH 


MOULDING MACHINES 


eae jolt roll-over Britannia Machines, as new. 
eap. 

Eight No. | Britannia Jolters. Price £26 each. 
Modern Tabor Squeeze Roll-over Machine. 
Price £75. 

Osborn Hand Roll-over Machine. Price £28. 


Six Denbigh Hand Jolters, various sizes. 


CUPOLAS 


4 6” dia. shell Davies Cupola, with A.C. Fan. NEW. 
30” dia. Cupola in new condition, complete. £38. 
30” dia. New Cupolette complete with fan, £30. 


TILTING FURNACES—Oil and Coke Fired. 
AIR_COMPRESSORS—AII sizes. 


PLEASE SEND US YOUR ENQUIRIES. 


Avex. HAMMOND, | 


14, AUSTRALIA ROAD, SLOUGH 
BUY FROM ME AND SAVE MONEY! 


IDAHO PINE 
YELLOW PINE 


PRIME & PATTERN GRADES 
}” to 3” thick 


Width up to 24” wide 
All free of centre heart and shake 


CHETHAM TIMBER 


Co., Ltd., 
70, FINSBURY PAVEMENT, 
LONDON, E.C.2 


Metropolitan 7418 


| 


